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PREFACE 


The ft ini of the Author in writing this book has been to 
present in as comprehensive a manner as may be wuthin the 
limits of a single volume the history and development of the lathe 
from early times to the present day; to briefly discuss its effects 
upon manufacturing interests; to describe its practical use on 
various classes of work: and to compare in a representative, 
theoretical, and practical manner the Modern American Lathes 
as now built in this country. 

In carrying out these aims the early history of the lathe is 
traced from its crude beginning up to the time when the foot- 
power lathe w’-as the sole reliance of the early mechanic. Then 
the early history of the development of the screw-cutting or 
engine lathe is taken up and carried on to the middle of the last 
century. This is done to put the student and the younger 
mechanic in possession of the facts in relation to the origin and 
development of the lathe up to within the memory of many of 
the older mechanics of the present day. 

The matter relating to the early history of the lathe is 
introduced for wLat seem to be good and sufficient reasons. If 
we are always to “commence w'here our predecessors left off’’ 
we shall miss much valuable information that w’ould be very 
useful to us. A retrospective glance on what has been, a review 
of pre\dous efforts, a proper consideration of the road by wdiich 
we came, or by which earlier w’-orkers have advanced, is not 
only interesting but necessary to a full and complete under- 
standing of the subject, and very useful to us in mapping out 
the course for our continued advancement in contributing our 
share in the development of mechanical science. 

Following along these lines, the various tj^Des of lathes have 
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been carefully classified, engravings and descriptions of the prom- 
inent American lathes are given, and their special features of 
design, construction, and use are pointed out and briefly com- 
mented upon. 

It is a matter of much pride to every true American mechanic 
that this country produces so many really good and meritorious 
manufacturing machines, and in no line is this superiority more 
clearly shown than in the magnificent array of Modern Lathes. 

This work brings these machines together in a comprehensive 
manner for the first time, and thus aims to add its quota to the 
present literature on this subject, and so make it valuable as a 
book of reference, alike to the student, the designer and the me- 
chanic, as well as the manufacturer and the purchaser of Modern 
American Lathes. 


January, 1907. 


The Author. 
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INTRODUCTION 


In the great measure of success that has been enjoyed, and the 
vast volume of wealth that has been produced in this, the most 
industrial of all countries, the manufacturing industries easily lead 
all other productive interests in which the people are engaged. 
While in the earlier years of American independence the chief 
dependence was upon the results of agriculture, the development 
of the resources of the country in time has placed manufactures 
at the head of the list so that in very recent years the value 
of manufactures has been nearly double the amounts of that 
produced by agricultural pursuits. 

These results, like many others of a less notable character, 
commenced from small beginnings, and it has been by inborn 
mechanical talent, remarkable ingenuity, patient development, 
and tireless energy, that mechanical undertakings large and small 
have been developed, until the American mechanic leads the world 
in originality and practical achievement in our vast manufactur- 
ing enterprises. 

When the early settlers, the Puritans of New England, labored 
under the restrictive and harassing laws of the mother-country, 
and under their administration were goaded and exasperated 
beyond endurance in many ways, not the least of which was being 
obliged to purhase all their manufactured articles from England 
at extortionate prices, or from other countrips and still paying 
taxes to England, they rebelled and determining to buy no more 
foreign goods, set out, at first in very primitive and clumsy ways, 
to make such articles as were really necessary, and in magnificent 
self-denial to get along without those which they could not pro- 
duce, they little realized that they were thus laying the founda- 
tions of the greatest manufacturing country in the world. 

By their action they thus instituted probably the first industrial 
boycott’^ in the history of the country, and one that has had 
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more important and far-reaching influences than any since its 
day. 

It is true that the coming of the Pilgrims, their departure 
from the old country, was for religious freedom, but freedom soon 
meant vastly more to them than this, and vith this larger concep- 
tion of their opportunities, some of which were really forced upon 
them by adverse circumstances, came the inspiration of industrial 
as well as religious freedom. And the determined manner in 
which they set about their self-appointed task has amply demon- 
strated to their posterity and to the world their grasp of the pos- 
sibilities and conditions of the situation as w’ell as their breadth 
and nobility of character. 

Thus sprang American manufactures into being, beginning 
with crude efforts to fashion those common objects of household 
necessity and daily use, wliich, clumsy though they were, yet 
served their practical purposes, to be supplanted later on by those 
more improved in form, design, and workmanship and better 
adapted to the uses for which they were made. The primitive 
successes of these early efforts led to greater endeavors, and the 
ingenuity displa3^ed where necessity was the mother of inven- 
tion” was naturally developed into a still broader usefulness when 
the time came that necessities ha\dng been reasonably pro\’ided 
for, luxuries were thought necessar}^ in the higher plane of living 
to which the people in due course had advanced. 

And so it came about that the rude and crude beginnings in 
which the early mechanic performed his work in his own house 
outgrew^ these homely facilities and he built small shops, frequently 
in the gardens or back yards of the dw^eUings. These gradually 
enlarged; then came the necessity for still greater facilities, and 
buildings w^ere erected quite independent of the home surround- 
ings and two or more men were associated as manufacturers, and 
these became in due course of time the machine shops and the 
factories, w'hich have multiplied mam" hundreds of times, not only 
in numbers and in value, but in influence and in importance, until 
to-day our country stands the leading manufacturing nation of 
the earth. And this ma}" be said, not only as to the volume and 
the value of her manufactured productions, but also as to their 
great .range and diversity of kind and degi'ee. One after another 
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the American mechanic has taken up the work formerly monopo- 
lized by this country or that, failing perhaps at first, but always 
progressing, always advancing, until by native ingenuity and tire- 
less energy all obstacles have been surmounted, all difficulties 
brushed aside, new industries spring into being and other '^vic- 
tories of peace greater than the glories of war’^ are added to the 
credit of the American mechanic and his ever ready and ever con- 
fident partner, the American manufacturer and capitalist. And 
to this combination, each confident of and faithful to the abilities 
of the other, and each in his own sphere of usefulness, is due the 
immense success of the manufacturing American of to-day. 

In the early stages of manufacturing in this country all the 
tools and appliances were of a very crude and primitive kind and 
consisted mainly of a limited number of hand tools that had been 
brought with them from the old country, and occasionally a hand 
lathe of moderate dimensions, operated by foot-power. Yet with 
even these few facilities much important work was accomplished 
in the way of useful machines such as the flax and woolen spinning 
wheels and their accessories, and the wooden looms in which the 
yarn thus prepared was woven into the coarse but excellent cloth 
of these early times. 

Then with the few tools and meager facilities possessed by them 
these old-time mechanics proceeded with practical common sense, 
ingenuity, and patience to design and construct other tools and 
machines such as by the necessities of occasion was manifest, and the 
increasing demands for them required better tools, better machin- 
ery, and facilities of a wider scope. The mechanic was then, as 
now, equal to the emergencies of the situation in which he found 
himself, and from small beginnings, and many of the parts of his 
machines made of wood, for lack of forge and foundry facilities, 
particularly the latter, has developed the machine tools of the 
present day. 

The lack of facilities for making iron castings was very early 
felt, and history tells us that as early as the year 1643 John Winthrop 
arrived in this country from England, bringing -with him the neces- 
sary number of skilled workmen for this purpose, and built a small 
iron foundry in Lynn, Mass.; and the fact that the first casting 
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prodiicxMl WHH “ji small iron pot holding about a quart” shows 
that the foundry was of very moderate capacity, and it is very 
liU(^ly tliat tlu^ blast used in melting the iron was produced by a 
hand bellows, as the blacksmith forge had preceded the foundry 
hei-e, as it did, probably, in all other countries. The quart pot was 
cast from iron “made from native ore,” although we do not know 
wheri; (hey obtained it,; jtrobably from some place in the vicinity 
where! it was found in small (juantities. From this small begin- 
ning ther'c was veery little jirogress made for a considerable time 
in enlarging (‘i(,h(!r the original scope of the w'ork or in increasing 
its fac.iliti(!S, so far as wc! have any record. In 1735, nearly one 
hundre^d years later, wo know that an iron foundry was built in the 
little town of Carver, Ma,ss., and that a second one was put up in 
tlu! sanu! (.own in 17()(), although we do not know the reason for 
this s(!Cond oiu! coming into existence in the same town unless it 
was that the first one had been destroyed by fire. However, it 
was in this second foundry that the historic “Massachusetts Tea- 
k(!t(le” was east. Wo do know that still another foundry was 
built in this town in 1793 and that this was burned down in 1841. 
Thus (‘arly did tin', custom begin, which is still in vogue in eastern 
Massachusetts, of d(!Voting tlu! energy of a town to one line of 
manufacture. 

While th(!S('. evemts and (evidences of mechanical progress were 
taking plac.(!, tlu; active! minds of ingenious workmen were busily 
engaged in solving tlu! pra(!ti(!al problems of the growing demands 
mad(! ujKm tlu! shoi)s and embryo manufactories engaged in supply- 
ing th(! wants of tlu! pcoido. New methods of manufacture, by 
vdiich th(! (pudity as wcill as the (juantity turned out could be inr- 
proved, w(!r(! demande<l. This led to the demand for more machin- 
(!ry, which in turn led to the demand for better machines for the 
use of th(! nK!(!hanic, or for what we have come to know as machine 
-tools. In th(! m(!antini(! tlic main reliance had been upon the an- 
c,i(!id! foot lath(>, and with it much of their mechanical work had 
bec!n a(!comi)lislu'd. It had been improved in various ways, both 
in its d<!sign and in (lie materials of which it was constructed, and 
with th(! us(! of wat('r-})ower for driving the machinery for manu- 
facturing o|)erations tlu! lathe had become of greater usefulness 
by being driven in the same manner. Yet from the first it main- 
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tained its prominence as the first of the machine tools and the one 
which made all of the others that came after it possible of con- 
struction and useful in their several and respective spheres. 

In the great scheme of manufacturing and the immense indus- 
trial problem of supplying the wants of the people in tins respect 
by modern manufacturing plants equipped with all that is latest 
and best in machinery, it should be said that at the very basis and 
foundation of the whole stand the modern machine tools; that 
it is to the great and important development of these that we owe, 
primarily, our industrial prosperity as a nation. And to them 
may be easily traced the gradual upward tendency of the mechanic 
from the hard physical toil and laborious work of early days to 
the immeasurably lighter exertions made possible by the highly 
developed condition of the automatic machines of the present day. 
It has been, as was said in the outset, a victory of mind over matter, 
wherein brains have won where the hands made little advance; 
ideas developed wonderful mechanisms that have revolutionized 
the earlier methods of manufacturing, raised the standard of 
mechanical excellence beyond what was thought possible years 
ago, and at the same time reduced the cost to a fraction of its 
former amount. But to attain these marvelous results many 
machines have been required. All conceivable types and styles, 
and for an almost endless variety of purposes, have been de- 
signed, built, and perfected until hardly a possible mechanical 
operation is performed without the aid of a machine, frequently 
special in its design and automatic in its action, is brought into 
use, performing the work with surprising speed and wonderful 
accuracy. 

The construction and perfection of all this magnificent array 
of highly developed machinery has only been made possible througli 
the use of the machines for the use of the machinist, the machine 
tools of the present day, which must first have been perfected and 
adapted to the many needs and requirements which the advanced 
state of mechanical science demanded. These machine tools were 
made possible by the earlier examples of the most simple devices 
in this direction, chiefly, in our own time, the foot lathe, by which 
many of the earlier tools and machines were for the most part 
built; and as new uses for it were found new devices, attach- 
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ments, and accessories were devised and applied, and in this 
gradual development and improvement in its design, its con- 
struction, and the materials of which it is built, the early and 
crude foot lathe has become the magnificent machine of the 
present day, and in which the American mechanic takes a just 
and pardonable pride. 

As to how this development progressed will be discussed in the 
opening chapters, and it is hoped that it will be found interesting 
to every American mechanic and particularly to the apinontice 
who is about to start out with learning the honorable trade of. a 
machinist, and the student who would know from whence our 
modern machine tools wore derived, that he may |)(u‘haps, in due 
time, become one of those who shall aid in their fuidher develop- 
ment and perfection, as well as to the elder inochanic wlio uses 
these machines, and the mechanical engineer who is busy with tlieir 
present development. It is always profitable to take a retrospec- 
tive glance at the former state and condition of the matter upon 
which we are engaged, in order that we may not only realize from 
whence came the models built by the men who came before us, 
and to draw therefrom an inspiration for our own best efforts, l)ut 
knowing the mistakes that have been made by others, to seek to 
avoid repeating them in our own experiences, our experiments and 
our designs by which we seek to add to the sum total of mechanical 
knowledge and improvement. 



CHAPTER I 


HISTORY OF THE LATHE UP TO THE INTRODUCTION OF SCREW THREADS 

Tracing early history. The lathe was the first machine tool. The origin 
of the lathe. An old definition of turning. The first record of turn- 
ing operations. Another old-time definition of turning. English 
classification of lathes. The earliest form of the lathe proper, or the 
old '^Tree Lathe. The Asiatic wood turner. The “Springpole '' 
lathe. The ''Fiddle-bow^' lathe. The essential features of a lathe. 
The balance-wheel applied to a lathe. The crank, connecting rod and 
treadle applied to a lathe. Origin of the term "Pitman." Afoot 
lathe built by the Author. Its detailed construction. A foot lathe 
with the balance-wheel located over-head. The friction clutch for 
foot-power machines. 

The subject of the present work being the lathe and its work, 
and more particularly its design, construction, and develop- 
ment in our own country and in recent years, and as briefly com- 
prised in our title of Modern American Lathe Practice, our 
efforts will be directed, first, to a brief notice of its origin and early 
development and use as a simple hand lathe; second, to its more 
modern development as one of the most important machine tools 
in the equipment of machine shops; and, third, to the various 
modifications of it, following its development through all its vari- 
ous forms and for the diversity of manufacturing purposes to which 
it has been adapted up to its present degree of efficiency. 

In considering a subject of the vast importance of the modern 
lathe and its far-reaching influence upon the mechanical world 
of to-day, it cannot but be interesting to go back to its early his- 
tory and to trace its progress and development from as far back 
as we have any authentic knowledge, and step by step to note the 
changes in its form and usefulness as the mind of the early mechanic 
developed, new requirements manifested themselves, and improve- 
ments in design, construction, tools, and attachments were devised 
to meet the growing needs. 
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It is conceded that of all the machines employed by the me- 
chanic to aid him in his work the lathe holds the honor of having 
been the first machine tool. From it, in one way or another, all 
other machine tools have been developed; as they are, practically 
considered, but modifications of it, or special tools for doing quicker 
and better, the several operations which may be, and formerly were, 
performed upon the lathe, as we shall later on have occasion to 
describe and illustrate. 

At present we will look into the origin of the lathe and then 
trace its gradual evolution and development up to comparatively 
recent years, say an hundred years or so ago, as their development 
into anything like mechanical importance has been confined to 
the last century which has been so remarkable in this respect. 

Upon referring to the older records on the subject of lathes 
and their uses we find this statement: “Turning is the art of 
shaping wood, metal, ivory, or other hard substances into forms 
having a curved (generally circular or oval) transverse section, 
and also of engraving figures composed of curved lines upon a 
smooth surface, by means of a machine called a turning-lathe. 
This art is of great importance and extensive application in me- 
chanics, the most delicate articles of luxury and ornament, equally 
with the most ponderous machinery, being produced by it. The 
art of turning dates from a very early period, and Theodoras of 
Samos, about 560 b.c., is named by Pliny as its inventor; but long 
before this period, the potter’s wheel, the earliest and simplest form 
of turning-machine, was in general use, as is evidenced by numer- 
ous references in Holy Writ.” 

Again we read in an old-time definition of what turning really 
consists of: “The immense variety of work performed by turning- 
machines necessitates great variations in their construction; but 
mode of operation is always the same, and consists essentially in 
fixing the work in position by two pivots, or otherwise, causing 
it to revolve freely around an axis of revolution, of which the 
two pivots are the poles, and holding a chisel or other cutting-tool 
so as to meet it during its revolution, taking care that the cutting- 
tool be held firmly and steadily, and moved about to different parts 
of the work till the required shape is obtained.” 

In England the various methods of driving a lathe gives a 
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classification to them somewhat different from that in this country. 
Hence the following: ^'Lathes are divided, with respect to the 
mode of setting them in motion, into j)ole lathes, foot lathes, hand- 
wheel lathes, and 'power lathes; and with respect to the species of 
work they have to perform, into center lathes, which form the 
outside surface, and spindlcy mandrel, or chuck lathes, which per- 
form hollow or inside work, though this distinction is for the most 
part useless, as all lathes of good construction are now fitted for 
both kinds of work.’' Another peculiarly English idea in refer- 
ence to lathes is this: ^^Bed lathes are those used by turners in 
wood, and har lathes for the best sort of metal work; and the small 
metal center lathe employed by watchmakers is known as a turn- 
bench." 

The earliest form of a lathe proper, that is, ^^a machine for 
shaping wood into forms having a curved, and generally a circular 
transverse section, by the 
action of a chisel or other 
cutting tool upon the piece, 
which is rotated for the pur- 
pose," is shown in the en- 
graving Fig. 1, and consists, 
as will be seen, of two pointed 
pieces A, A of wood serving 
as centers and each bound to 
a tree, and supporting the 
ends of the piece C to be 
turned, while on the opposite 
side of the tree is fixed in 
the same manner a straight 
piece of wood B, which acts 
as a rest for the chisel or 
other tool with which the 
turning or cutting is to be done. The power for rotating the 
piece C to be turned is obtained by attaching a cord D to a flexi- 
ble limb of the tree, passing it one or more turns around the piece 
and forming in its lower end a loop for the foot of the operator, 
who rotates the piece towards himself by depressing the foot, 
bending down the limb by the movement, which, when he raises 



Fig. 1. — The Old Tree Lathe 
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his foot, returns to its original position, rotating the piece back- 
wards in readiness for another pressure or downward stroke of 
the foot. The work was slow and laborious, yet from old sam{)les 
of the pieces thus produced we may see that an extraordinary 
good quality of work could be done, particularly considering the 
primitive methods used. 

We read that : 

“Wood-turners in some of the Asiatic countries go into tlie 
deep forests with axes, and with a few rude turning tools and 
hair ropes build their lathes and turn out objects of beauty and 
grace, says the Wood Worker. Two trees are selected which stand 
the proper distance apart near a springy sapling. With his ax 
the turner cuts out his centers and drives them oi)posite (‘a(*h 
other into the trees, which serve as standards. From one tren^ 
to the other he places a stick of wood for a tool-rest. With his 
ax he trims the branches from the sapling, fastens his hair rope 
to the little tree, gives the rope a turn around one end of tlu^ 
block of wood he desires to turn into shape, and fastens the frec^ 
end of the rope to a stick which lie uses as a foot treadle. Wlum 
he presses down on the treadle the wood lie is turning revolvt's, 
and the spring of the sapling lifts the treadle so that it can Ixi 
used again. 

The next form of lathe to which these crude efforts seem to 
have led was one in which the tiexilile limb, though in anotlu^r 
form, was used, but the device became very nearly a st'lf-contained 
machine. A piece of wood formed a bed for th(‘ lathe and to this 
was fixed the blocks forming the centers, winch have since beconu'. 
the head and tail stocks of the lathe. The machine aiipears to 
have been used in doors, as the flexible limb of the tree had beem 
replaced by a flexible strip or pole, “fastened overhead’^ and cidkul 
a ''lath,'' from which circumstance some writers think that tlu^ 
name "lathe" was derived. The driving cord was still wound 
around the piece to be turned. No mention is made of the method 
of supporting the tool, but it is probable that a strip of wood was 
fastened to the “bed” for that purpose. 

The next improvement in developing the lathe brings its form 
within the memory of the older mechanics and is shown in kdg. 2. 
In this case there is a rude form of head-stock B, and tail-stock E, 
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both constructed at first of wood, and the tail-stock continuing 
to be so constructed for many years. In this form of lathe tlie 
head spindle is first found, having in the earlier examples a plain 
^hspool” around which the driving cord D was wound, and later 
on a cone pulley constructed as shown in Fig. 3, by which a faster 
speed was possible with the same movement of the foot. The 
lower end of the driving cord was fastened to a strip of wood F, 
the farther end of which was pivoted to the rear leg, in tlie later 
examples of the “spring-pole lathe,” as it was then called, the 
bed having been mounted upon legs as shown. 

The bed A, was formed of two pieces of timber set on edge and 



Fig. 2. — The ‘‘ Spring-Pole ” Lathe. 


a short distance apart, properly secuied at the ends. This afforded 
a space down through which passed a long temion formed uiion a 
wooden block aiivswering for a tail-stock E. This was held in any 
desired position hy a wooden key, passing through it under the bed. 

What was the early form of rests for this lathe does not seem to 
be known, but somewhat later the rest was constructed of cast iron 
and very much as in an ordinary hand lathe of the pattern-maker 
or wood-turner of the present day, and as shown in Fig. 2. 

This lathe was used for both wood and metal, the tools being 
held in the hand as the slide rest had not yet been invented, as 
will be seen later on in this chapter. 

In the use of the spring pole and cord in connection with the 
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cone pulley, as sho\\Ti in Fig. 3, some workman discovered, prob- 
ably by turning a heavy piece, that its forward motion would con- 
tinue when the foot was raised, provided the tool was withdrawn 
from contact vdth the work. It was but natural to make the cone 
pulley of heaider material, as of cast iron, or to weight it with 
pieces of iron or with lead i^lugs cast into it, and thus make it serve 
the office of a balance-wheel and so keep up the forward revolution 
of the work as long as it was given the proper impetus by the down- 
ward strokes of the foot. 

Another style of lathe that was used mostly for small work, 
generally metal work, was called a ^^fiddle-bow lathe, on account 
of the method of driving it. In this lathe, which is shown in Fig. 4, 



the same idea of propulsion is used as in the former examples, that 
of a cord passing around either the piece to be turned or a rotating 
part of the mechanism by which the piece was revolved. In this 
case, howwer, instead of the resistance of the flexible limb of a 
tree or of a spring pole'' acting to keep the driving cord taut, 
it is held in that condition by the flexible bow F, which is bent to 
the form shown by the driving cord D. The engraving is an exact 
reproduction of a lathe, the bed A of which was about twelve 
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inches long and it had a capacity of about two inches swing, that 
was made by an older brother for the use of the author when he 
was nine years old, and in' the use of which he became quite a 
boyish expert in turning wood and metals. The head-stock B, 
and rest C, were formed of bent pieces of wrought iron, and the 
^'spur center'' was formed upon the main spindle, the point being 
used as a center for metal work. 

Lathes driven in this manner are still in use by watchmakers 
and Jewelers and a great deal of very fine hand work is performed 
with them. 

The main features in all these lathes were, first, to suspend 
the work to be done, or the piece to be operated upon, between 
two fixed pivots or centers; second, to revolve it by means of a 
cord wrapped around it, or some part of the machine fixed to it, 
and kept tightly strained by means of some kind of a spring, as 
an elastic piece of wood; and third, to reduce the piece to be oper- 
ated upon by means of a tool having a cutting edge which was 
held tightly against the material to be operated upon, thus reduc- 
ing it to the circular form required; fourth, that to accomplish 
this it was necessary to revolve the piece to be operated upon, 
first towards the cutting tool for a certain number of revolutions, 
then by a reverse motion of the taut cord to reverse the circular 
motion, at the same time withdrawing the cutting-tool for an 
equal number of revolutions. By this method one half the time 
was lost, as no cutting could be done while the work was running 
backward. 

It was later found that if the flexible pole or “lath" was rather 
weak and the piece of work to be operated upon was quite heavy, 
acting as a balance-wheel, its forward revolution was not wholly 
arrested, but only checked as the foot was raised, provided the 
cutting-tool was withdrawn from contact with the work a moment 
before the upward motion of the foot began. 

By this it was seen that great advantages might be gained if 
the lathe could be made to not only revolve continuously in the 
direction of the tool, but also with the same force, whereby the 
tool might be kept in constant contact with the work. 

Already the pulley, as applied to the spindle of the lathe, was 
known. The cord wrapped around it and used to rotate it was 
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known. Doubtless an assistant had furnished the power to drive 
the lathe while the mechanic handled the tools. What would be 
more natural than the arrangement of a large wheel, journaled to 
a suitable support at the front or rear of the lathe, and having the 
cord connected wdth it as a driver. And with this device and the 
problem of revolving it by hand, a handle set between its center 
and circumference would be natural also, and thus came the crank. 
We do know that somewhat later than this machines were driven 
in exactly this manner, the large w^heel being constructed with 
a hea\7' rim and acting as a balance-w’'heel. 

At this stage of development the large driving-wheel was rather 
an attachment than a part of the machine itself, and doubtless so 
remained for a considerable time. The next change was to locate 
it beneath the lathe bed, directly under the head-stock, and in- 
stead of the use of the handle forming practically a crank of long 
leverage it was constructed as it is in the sewing-machines of the 
present day; that is, the wheel journaled upon a fixed stud and 
the previous long handle reduced to a wrist-pin for the attach- 
ment of a connecting rod, or in the older phrase a ^'pitman,” which 
term was given to one of the men handling the vertical saw used 
in sawing up logs into timber and planks in the olden times (and 
even now in oriental countries), wherein the log was supporter I 
over a trench or pit, the upper end of the saw being handled by 
the ^Hopman’’ and the lower end by the pitman” or man in the 
pit. When these saws were later on mounted in a rectangular 
frame or ''gate” having a vertical, reciprocating movement and 
operated from a crank-shaft by a connecting rod from the onc^ to 
the other, this rod took the name of the former man who performed 
this office, hence the term "pitman.” 

The location of this pitman or connecting rod, as has been said, 
was directly under the head-stock and well within the convenient 
reach of the operator when attached to a suitable "treadle” wliose 
rear end was pivoted to the back of the machine and whose front end 
formed a resting-place for the operator’s foot. This arrangement 
answered very well and was useful when the work of the lathe was 
near the head-stock, but was not adapted to long work, to accomplish 
which the operator would need to stand near the tail-stock or even 
midway between that and the head-stock. To remedy this defect 
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a strip of wood was hinged to the front leg of the lathe at the taih 
stock end and its opposite end to the front end of the treadle. This 
was of considerable use, its principal drawback being that while 
at the treadle end its vertical movement was the same as the latter, 
this movement was gradually lessened until at the tail-stock end 
of the lathe it was nothing. Hence, much more power was required 
to drive the lathe at its center than at the head-stock, and this was 
rapidly increased as the work was nearer the tail-stock end of the 
lathe. 

To remedy this defect the large driving-wheel was mounted 
upon and fixed to a revolving shaft upon which was formed two 
cranks, one near the wheel and the other at the tail-stock end of 
the lathe. This shaft was properly journaled in boxes formed 
upon or attached to cross-bars fixed to the legs at each end of the 
lathe. From these cranks hung two connecting rods whose lower 
ends were pivoted to two levers pivoted to the rear side of the 
lathe, and whose front ends were connected by a wooden strip or 
^Toot-board.” The length of these levers was such that the move- 
ment of the foot-board was about twice the ^Throw” of the cranks, 
so that with a foot movement of twelve inches the two cranks 
were about three inches, center of shaft to center of connecting 
rod bearing. 

This was then and for many years the prevailing form of foot 
lathes and was quite extensively used, not only for turning wood 
but for iron, steel, and other metals as well. 

There were many of the older mechanics who would work the 
entire day through. At that time a day^s work was not eight, nine, 
or ten hours, but ^Trom sun to sun,” or from daylight till sunset, 
day after day, treading one of these foot lathes and turning out 
a much larger quantity of work than these crude facilities would 
seem to render possible. 

In Fig. 5 is shown this form of foot lathe that was in use for 
many years for turning both wood and metals. The illustration 
is a drawing of a lathe built by the author when he was between 
fifteen and sixteen years of age. The bed A, legs B, the cross-bars 
C, C, the back brace D, and treadle parts E, F, were built of wood, 
as was also the tail-block G, which was of the form shown in Fig. 4, 
except that beneath the screw forming the tail center was a wooden 
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key g, for keeping this screw always tight, as there was a tendency, 
from strain and vibration, for the screw to work loose. 

The tool-rest was of the usual form, except that instead of a 
wedge, in connection with the binder H, to hold it in position, or 
the use of a wrench on the holding-down bolt, an eccentric of hard 
wood with a handle formed upon it, as shown at J, was used. This 
was the first occasion where the author saw an eccentric used for 
a similar purpose. It worked so well that he fitted similar eccentrics 
to the stops of the three windows in his little workshop to hold 
the sashes in any desired position when they were raised, and by 




Fig. 5. — Foot Lathe for Turning Wood or Metals. 


a turn in the opposite direction to secure them when they were 
closed. 

The large wheel was of cast iron, rescued from a scrap heap, 
and had only the grooves for the two faster speeds K, L, the part 
M being made of wood and fastened to the arms of the wheel. A 
friendly blacksmith forged the cranks in the shaft N, and the eyes 
in the lower ends and kooks in the upper ends of the connecting 
rods P, P. These were first made of wood similar to the connect- 
ing rods on a sewing-machine with a closed bearing at the top, but 
the tendency to pinch one's toes under the treadle when they 
happened to be accidentally placed in this dangerous position soon 
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Fig. 6. — Spindle- 
Box Housings. 


led to the iron connecting rods with the hooked ends whereby the 
worst that could happen was the connecting rods becoming mi- 
hooked. The shaft N reKsted in wooden boxes, the lower half being 
formed in the cross-bars C, C, and a wooden cap held down by two 
wood screws forming the top half. The bearings of the shaft and 
the cranks were filed as nearly round as they could be made by 
hand with the means and ability available. 

The pattern for the head-stock was made as shown in side ele- 
vation in Fig. 5, with the housings for the spindle boxes as shown 
in Fig. 6. The boxes were made in halves, of babbitt metal and 
cast in place in the head-stock in this manner. 

The head spindle was located in place and held 
by a thin piece of wood clamped on the inside 
and outside of the housing and having semicir- 
cular notches in their upper edges and a slight 
recess on their inner sides so as to provide for 
making the box slightly thicker than the hous- 
ing. 

The lower halves of the boxes, having been 
cast slightly higher than the center of the spindle bearings, were 
removed and filed down to the proper level and then replaced, the 
spindle again laid in, the strips of wood clamped on in an inverted 
position and the top half of the box cast. This part projected 
slightly above the top of the iron casting and was held down by 
an iron cap having two holes drilled in it which fitted on the 
threaded studs R, R, which had been cast into the head-stock 
for this pur{)()sc. The spindle had been turned up in an old-style 
chain-feed lathe, of which more will be said hxUw on. The cone 
pulk^y y was of clierry, simply driven on tightly and turned up to 
the form shown. 

Tlu'. front t'lid of the spindles was threaded but not bored out. 
Upon this thr(‘ad was cast a balibitt metal bushing T, having a 
i<quare hole in its front end, which was formed as follows: With 
the spindle in its place a wooden mold of pro])er form was placed 
around it and, whik'i it fitted the collar on the spindle at one end, 
was open at its front end. A tapering, s(iuar('. piece of iron of 
proper dimensions to form the s(iuare hole was placed with its 
small end against the nose of the sihndle and held in that position 
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by the tail screw. The opening around it was closed by a piece 
of wood of proper form and the job was “poined/’ and the bushing 
afterwards turned up with a hand tool. Into this scpiare hole 
could be fitted proper centers for turning wood or metal, and by 
remo\nng the babbitt metal collar a face-plate could be put on for 
face-plate work. 

It ^ill be noticed that the lathe had been arranged for tw’O 
speeds proper for turning wood and the softer metals, and one speed 
considerably slower for iron. A piece of belting was pro\dcled 
which could be easily removed to shorten the belt the proper 
amount for this purpose. 

The lathe would swing eight inches and take in between centers 
four feet. It was found that the round belt did not give sufficient 
driving power and a new spindle cone of only tw’o steps was put 
on, the iron balance-wheel lagged up for a flat belt, and the pulley 

turned down for the same purpose. This permitted the use 
of a belt an inch and three-quarters wide, and as no regular belting 
w’as available wffien the job was done an old trace from a harness 
suffering from general debility w^as ripped open and a single thick- 
ness of the leather soaked up in w^ater, dried out, treated with 
neat’s-foot oil and used with such good results that it was never 
replaced. 

To this lathe w'as fitted a small circular saw provided with an 
adjustable, tilting table upon which not only wood but sheet brass 
could be cut. Another attachment wras a small jig-saw that would 
cut off wood up to half an inch thick. 

One of the disadvantages of the usual form of foot-power 
lathe was the short connecting rod or pitman which thereby formed 
too great an angle to the center line from the wffieel center to the 
point of attachment to the treadle, thereby increasing the friction 
and decreasing the useful effect of the foot-pow^'er. It w^as appar- 
ently to avoid this condition that a somewhat peculiar form of 
lathe was demised and built in the railroad shops at Plattsbm'gh, 
N. Y., about 1S60, and w’hich is shown in end elevation in Fig. 7. 
This w^as an engine lathe of about fourteen-inch swung, built with 
cast iron bed A, legs B, and all the parts of metal that are now so 
constructed. Instead of placing the large driving or balance wheel 
beneath the lathe bed as formerly, the lathe was belted from a 
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wc^re 




cone pulley of three steps on an overheai! eoimtersliafi C, 
with the usual hangers D. This coimtersliaft was of a in|ii:ii 

to the length of the lathe and had fixed at t!ie end over ilie 
of the lathe a heavy wheel E, into the hub of which was iixei! a 
stud or wrist-pin F, wliile on the opposite end of the cuiiiitershaft 
was fixed a disc for carrying a similar stud. Tliese formed two 
cranks to which were fitted long connecting rods G, the lower ends 
of w’hieh w’ere pivoted to the Treadles H, whose rear eiu’ 
pivoted to the legs B, as at J. The treadles 
H are located outside of the leg^ B, ainl 
connected by the foot-board K. The 
w^eight of the connecting rods G, the tread- 
les H, and the foot-board K are balanced 
by the proper counterbalance added to the 
fly-wheel E, as showm. The author know’s 
from personal observation that this lathe 
would run very steadily and with a good 
deal of pow’er^ and that its general perform- 
ance was much better than foot lathes of 
the usual type. Doubtless the moment uni 
of the balance-w'heel, cone pulley, and 
countershaft -was very beneficial in main- 
taining an equable speed under varying 
conditions of resistance from the operation 
of cutting-tools and the like, while the cast 
iron cone pulley on the main spindle did 
some service in the same direction. 

The only disadvantage in this lathe was 
that it required too long a time to get it 
up to its regular speed and necessarily too 
much time was consumed in stopping it, as 
there was no profusion for disconnecting the 

main spindle from the dri\ing-cone by a clutch iiieriianism or 
similar device^ as is frequently the case with special fomis of the 
lathes of recent design. 

There has been manufactured for some yeare a s|wial 
type of friction clutch that is very useful in driving f<K>t-power 
machinery. It consists essentially of a drum iiioimted and 



Fiti. 7. — F<xit Liitke, 
Driven from a Couri- 
tersMft . 
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loosely revolving around the shaft to be driven, and having a friction, 
clutch mechanism contained within it and so operating that the 
drum will turn freely in one direction but the moment it is revolved 
in the opposite direction the friction device comes into operation, 
the drum is firmly clamped to the shaft, which is thus caused to 
rotate with it. To this drum is attached one end of a flat leather 
belt, which is wrapped around it several times and its free end 
attached to the movable end of a treadle, which is usually hinged 
at the front instead of the back of the machine. In operation the 
pressure of the foot acting on the drum by means of the belt 
rotates it in the forward direction, which causes its friction mechan- 
ism to act and revolve the shaft through as many revolutions as 
there are convolutions of the flat belt around the drum. The 
rotary motion thus set up is continued by the momentum of a 
balance-wheel, and as the foot is raised the treadle is caused to 
follow it, either by the action of a spring similar to a clock spring 
within the revolving drum, or a spiral spring acting upon another 
strap, also wrapped around the drum, but in the opposite direction 
to the one attached to the treadle. By this device several revolu- 
tions of the driving-shaft could be produced at each depression 
of the foot, the treadle frequently passing through an arc of thirty 
to forty degrees. 

This device was particularly applicable to the driving of light 
foot-power machinery which it did very successfully, and as the 
strokes of the foot need not be of the same length and were not 
confined to any certain cadence it was not nearly as fatiguing as 
the crank device in which the strokes of the foot were always the 
same distance and with the same speed. 

In the above described device, however, the balance-wheel was 
more necessary and it was also necessary that it should be so 
arranged as to revolve with a much higher rate of speed than the 
large wheel of the older form of foot lathe. There was one advan- 
tage in this condition, however, that in consequence of its higher 
speed the balance-wheel could be made of much smaller diameter 
and consequently much lighter in weight, and therefore occupying 
much less space under the machine. 


CHAPTER II 


THE DEVELOPMENT OF THE L*iTHE SINCE THE INTRODUCTION OP 

SCREW THREADS 

Origin of the screw thread. Ancient boring tools. Suggestions of the screw 
form. The ^‘Worm Gimlet.'^ Making the first nuts. An old device 
for cutting threads in wood. Archimedes and his helical device for 
raising water. Jacques Berson’s French lathe. Joseph Moxan’s Eng- 
lish lathes. The French lathe of 1772. John Maudsley’s English lathes. 
Maudsley’s slide-rest. Another French lathe. The use of a “master 
screw.” A form of slide-rest. An old-time worm and "worm-gear. 
Simple method of developing the screw thread. Anthon Robinson 
triple-threaded screw. The many uses of the early lathes. An old 
“ chain lathe. ” Its detailed construction. Cutting left-hand threads. 
Crown gear and “lantern pinion” for operating the lead screw. Transi- 
tion from wooden to iron lathe beds. The Putman lathe of 1836. The 
Freeland lathe of 1853. Various classes of lathes to be illustrated and 
described. 

The origin of the screw tliread, or the threaded screw, reaches 
so far back into ancient times that it is impossible to determine 
when, where, or by whom it was first conceived or used. That it 
was known in one form or another as far back as the use of iron 
for tools is altogether probable. Holes must have been made in 
wood by some kind of an iron instrument which was the predecessor 
of the gimlet. This instrument vras most likely square or of some 
form nearly approaching that. In order to be at all effective it 
must have had sharp corners. 

As the straight-edged sharp knife was first accidentally and 
then purposely hacked into notches and became the first saw, so 
may the corners of the early boring instruments have had notches 
formed in them to facilitate their action upon the material to be 
bored. These notches may have been gradually deepened for the 
same purpose, with the idea that the deeper they were the more 
useful they would become. We can very readily conceive that 
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in making these notches the tool was laid on its side and gradu- 
ally revolved as the notches were made, beginning at the point 
and working upwards as the tool was revolved. This of itself 
would have a natural tendency to produce a semblance of a screw 
thread, which would increase the efl&ciency of the tool by drawing 
it into the wood to be bored. When this tendency was noticed 
it was also natural to see why it acted in this manner and to in- 
crease this action by more carefully making these notches. In 
time the ^Svorm gimlet” was undoubtedly evolved. 

The form of a screw thread having once been arrived at, the 
realization of its usefulness for various purposes was only a ques- 
tion of time. It is altogether probable, however, that for the 
purpose of holding parts of a machine together, or for similar 
mechanical purpose, screws were first made of wood. It is also 
pretty certain that they were first made in a very crude form 
without much regard to the exactness of the pitch or form of the 
thread, although the V-thread would be the most natural because 
the most simple form. It is also generally conceded, of course, 
that they were made by hand and probably with the rude knives 
then used, as hand tools were the only ones in use. 

As to the methods used in making the first nuts for use 
with the screws, it is probable that they were quite thin as com- 
pared with the pitch of the thread, possibly containing but two 

or three complete revolutions 
of the thread, which was 
worked out by sharp-pointed 
instruments, as the point of 
the knife or by similar means. 
This method may have led 
to the insertion of a metal 
tooth in a wooden screw and 



Fig. 8. — Screw Threading; or Tapping 
Device for Wood. 


the cutting of the thread in 
the nut in this manner. We 


do know for a certainty that a somewhat similar means was used 


many years later, as the author saw a device such as is represented 
in Fig. 8, which was preserved as a curiosity, representing the 
early mechanical method of doing this work. 


This device consisted of a turned and threaded screw D, of 
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very hard wood, having one end turned down to a diameter equal 
to that at the bottom of the thread, while the opposite end was 
made much larger and contained a hole for passing a bar or lever 
by means of which it was rotated. At the termination of the thread 
and beginning of the smaller straight portion the thread was cut 
away, leaving an abrupt termination, and at this point was inserted 
a tooth of steel formed in a rough manner to the shape of the 
thread. 

In a wooden nut A a thread had already been cut, by some 
manner unknown, and through this the screw D was fitted. The 
piece B, to be tapped or threaded, was clamped to this by means 
of the steel clamps E, E, binding the two firmly together. To all 
appearances the tooth or cutter d could be set in or out so as to 
cut merely a trace of the thread the first time through, then an- 
other deeper cut, and finally finished to the full depth. The author 
had no means of ascertaining the origin of the device, but the wood 
of which it was composed was black with age and the man who 
possessed it could not tell how many years his father had owned 
it or where he got it. It was certain, however, that both of them 
had been mechanics who had made and repaired the old-time 
wooden spinning-wheels in which a wooden screw about one inch 
in diameter had been used for tightening the round band by which 
the twisting mechanism was operated. 

Archimedes, the most celebrated of the ancient mathematicians, 
certainly had a good idea of the screw thread, as is shown in his 
famous screw made of a pipe wound helically around a rotating 
cylinder with which he raised water fully two hundred years before 
the Christian era. Still it was doubtless a long time after this period 
before the screw was constructed so as to be applicable to the uses 
of the present day. Of the progress and development of this and 
other similar mechanical matters in these early times we have 
little authentic information. The development of such simple 
machines as the lathe preceded much that was mechanically 
important, and to its influence we owe a great deal of the early 
advancement in the mechanic arts. 

We know that a Frenchman by the name of Jacques Berson, 
in 1569, built a lathe that seems to have been capable of cutting 
threads on wood. An engraving of his lathe is given in Fig. 9. 
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As will be seen in this engraving it was a large, clumsy and cum- 
bersome affair, considering the work it was designed to perform. 
While the various parts of the machine are not very clearly shown, 
enough is given to show us that he had a wooden lead screw to 
give the pitch of the thread by means of a half nut which appears 
to have been fixed in a wooden frame, to which in turn the i)iece 
to be threaded was attached by being journaled or pivoted u])on 
it. The lead screw and the piece to be threaded were both re- 
volved by means of cords wound around spools or drums ui)on a 
shaft overhead, and held taut l3y weights instead of the flexible 
spring pole already described. These cords were fastened to a 



Fig. 9. — Person’s French Lathe, built in 1509. 


vertically sliding frame, also balanced by cords and weights, and 
to which was attached a sort of stirrup adapted to the foot, by 
which the machine was operated. 

Considering the early time at which this lathe was constructed, 
it shows a good deal of ingenuity and may well have been the fore- 
runner of the developments in this line which came after it. 

It is a matter of record that in 1680 a mechanic by the name 
of Joseph Moxan built lathes in England and sold them to other 
mechanics, but we do not possess any certain or authentic knowl- 
edge of their design, as to whether or not screw threads could be 
cut with them or whether they were designed for work on wood 
or metals, or both. In all probability they were foot lathes and 
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used on all materials that had been formed in a lathe up to that 
time. 

In the year 1772 the French encyclopedia contained the illus- 
tration of a lathe which was provided with a crude arrangement 
of a tool block or device for holding a lathe tool and adapting it to 
travel in line with the lathe centers. By this it would seem that 
the inventor had some idea of the slide rest as it was known at a 
later day by its invention in a practical form by John Maudsley 
in England, in the year 1794. Whether Maudsley had seen or 
heard of the invention shown in the French encyclopedia or not, 
it would seem fair to assume that he must have seen that or some- 
thing akin to it, as the twenty-two years elapsing between the one 
date and the other must have served to make the earlier invention 
comparatively well known in the two nearby countries, both of 
which contained, even at this early day, many mechanics. It is 
interesting to observe that the slide rest invented by Maudsley 
over a hundred years ago has been so little changed by all the 
improvements since made in this class of machinery. 

There seems to have been an early rivalry between the French 
and English mechanics in the development of machines and methods 
for advancing the mechanic arts. The hext development of the 
screw-cutting idea seems to have been of French origin. In this 
lathe there was an arbor upon which threads of different pitches 
had been cut. ' These threads were on short sections of the arbor 
and by its use the different pitches required could be cut. While 
the exact manner of using this arbor was not described, its 
probable method of use will readily suggest itself to the mechanic, 
and was, no doubt, used at an earlier period, and in fact was what 
led up to the use of a lead screw or arbor with a multiplicity of 
different pitches. The principle is analogous to that used in the 
^Tox” brass finishing lathe so well known and extensively used, 
not only in finishing plain surfaces but in chasing threads.” 

This machine is shown in Fig. 10, which is a perspective view 
giving all the essential parts of the mechanism. The head-stock 
A and tail-stock B are of the usual form in use at the period, and 
were mounted upon the wooden bed 0 in the usual manner. The 
piece D to be threaded, and an equal length of lead screw or '^master 
screw,” as it was then called, were placed end to end in the lathe, 
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outer end. held ^ Bupp^rted 

dauly fixed to eac-h other b> a C yas a 

by a kind of center re.t F. ;'-_^j^^ i,ection, extending nearly the 

cast iron supporting bai , top of which 

entire length of the lat le • P ^-liich was adaptecl 

was of dovetail form, was fitted ^ tool J, and a tool 

to slide upon it and to ^uppod ^ “master screw 

or -leader- K. which fitted - o screw nut of the present 

E. and served the same P'^'P®' _ bv revolving the piece D 

day. Evidently the opej^^^ ,,d this rotation of the 

the “master screw L vas an 





Fig. 10. - 


Threadarutting Macfiine using a “Master Screw.’ 


A- .rr tlTA “leader” K, forced the carriage 
threaded screw, acting u^ thread upon 

H for,-ard. causing the „e.»” E. 

the piece D, of a pitch equal rflbistine the thread-cutting 
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WTiile the threads thus cut were probably rather poor p 
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threads had been cut with some sort of a chaser/^ or tool with 
notches shaped to the form and pitch of the thread. These were 
very extensively used later and for many years in brass work, and 
the old-time machinist was very expert in their use. The slide- 
rest, as we know it, while it relieved the workman from the fatigue 
of holding the tool firmly in his hands and depending entirely 
upon them for the position of the tool, with the exception of such 
support as the fixed rest gave him, was comparatively slow in 
coming into general use. While its usefulness must have been 
apparent to the average mechanic, the conservative ideas then in 
vogue must have retarded its prompt adoption, as they did many 
other meretorious inventions. 

By the use of the device shown in Fig, 10, it is plain that a 
different master screw was needed for each different pitch of 
thread to be cut, although the diameter of the work might be any- 
thing within the range of the lathe to hold and drive, so that pro- 
vision was made for supporting the inner ends of the piece to be 
cut and the “master screw,” and for driving the latter by the 
former. The idea of driving the “master screw ” or lead screw at 
a different speed from that of the piece to be threaded had not yet 
been thought of, and it was years before this development took 
place. 

But before proceeding to this phase of the development of 
thread cutting, and consequently with the further development of 
the lathe, let us look a little farther into the methods of generating 
threads. That is, of producing the “master screw,” from which 
other screws might be made. 

The author well remembers during his boyhood an old curi- 
osity shop out in the country in which various kinds of hand 
machines were made and repaired. Among other things made 
were various appliances and devices for spinning woolen yarn and 
reeling it up into skeins of forty threads to a “knot,” as it was 
called. To furnish an automatic counter for this reel a worm- 
gear of forty teeth was used which engaged with a single threaded 
worm on the reel-shaft. Both the shaft having the worm formed 
upon it and the worm-wheel were of wood, usually oak or maple, 
and the thread was formed by wrapping a piece of paper around 
the turned shaft and cutting through this with a knife so as to 
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make its length ec|iial to the circumference of the shaft, its width 
repre.^ntiBg the longitudinal distance on the shaft. This piece 
of |)a|M"r was then divitlet! into ec{ual parts at each end and in- 
eliiied lines drawn upon it as shown in Fig. 11, the divisions being 
equal to the pitch of the thread, found by spacing the circumference 
of the worm-gear blank for the forty teeth. The 
paper was then glued around the shaft and the 
diagonal lines gave the correct development of 
the screw thread, which was worked out with a fine 
saw, a chisel, or knife, and a triangular file. The 
teeth of the worm-gear were similarly cut to the 
proper \^-shape, and the result was a perfectly prac- 
tical and really workmanlike piece of mechanism that 
^ThWad^E^ answered the purpose remarkably well, 
veloped on ^his same method of laying off screw threads 
was in practical use many years ago and was used 
by one Anthony Robinson in England as early as the year 1783, 
at which time it is recorded of him that he made a triple-threaded 
screw 6 inches in diameter and 7 feet 6 inches in length. It is 
said that he first laid off one thread by the method above de- 
scribed, leading a sufficient space between the convolutions for the 
other tw^o threads. This first thread was then worked out by 
hand with the time-honored hammer, chisel, and file, and he after- 
w’ards used this thread as a guide for making the other two by 
the same primitive means. 

In the U^t of the present facilities for cutting threads this 
prcK^ess seems most tedious and laborious, and yet much of the 
machinist’s work of that time was equally slow and must have 
sorely taxed the patience of the workman, whose principal and 
often only machine was a lathe of very crude design and work- 
manship, and in which he managed to do not only turning and bor- 
ing but slotting, splitting, milling, gear-cutting, and an endless variety 
of similar Jobs, and in lieu of a planer having recourse to his ever 
ready cold chi^l, hammer, and file, which wdth a straight-edge en- 
abled him to make many a flat surface of remarkable nicety con- 
sidering his limited facilities. And from these pioneer machinist’s 
came the American machinist of to-day, the most thorough, best 
educated and expert mechanic the world has ever seen. 
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It will doubtless have been noticed that in the earlier examples 
of the lathe, as in most of the machines in use, the framework of 
the machine in the lathe, the bed, and legs, were made of wood 
with the various metal parts se- 
cured to them. A good example 
of this method of construction, 
as well as the general construc- 
tion of the lathes of the date 
when this one was built, is shown 
in front end elevation in Fig. 12, 
and in front elevation in Fig. 13. 

The history of this lathe is well 
known to the author, who was 
well acquainted with the old 
Scotchman, one John Hea, who 
had a small machine shop, wood 
shop, iron foundry, and sawmill 
in East Beekmantown, Clinton 
County, New York State, during and for many years prior to the 
civil war. 

This lathe had, as will be seen by an inspection of the drawings, 
a bed composed of two timbers, placed at the proper distance apart 
and supported upon wooden legs, which in turn rested upon a cross 
timber supported by the floor. The timbers were of hard maple, 
those forming the bed being about 5 inches thick and 12 inches 
deep and were about 15 feet long. The lathe would swing about 
32 inches over the bed. The patterns were made by Mr. Rea, the 
castings made in his foundry, and the machine work done in the 
nearby village of Plattsburgh. 

The '^ways’^ or V’s of the lathe were of wrought iron about 
f x3 inches let into a ^^rabbit^’ cut on the inside edges of the 
timbers forming the bed, and fastened by large wood screws. 
The top edges of these iron strips were chipped and filed to an angle 
of about 45 degrees to the sides, thus making the V an angle of 
about 90 degrees. The head-stock had cast in it square pockets 
in which the boxes for the main spindle were fitted by filing, and 
were held down by a rough wrought iron cap through which passed 
two threaded iron studs which had been cast into the metaL Upon 



Fig. 12. — End Elevation of 
Chain Lathe.'' 
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tile’s!? were two iiuts es shown. The iiiEin spindle was of wrought 
iron and earrieil a wooden cone pulley built up on cast ii’on flanges 
keyed to the spindle. There were no back gears. 

The carriage was of the roughest description and had a hand 
cross feed for the tool block, which carried the old-fashioned tool- 



clamping de\dce held in 
place by studs and nuts. 
The longitudinal hand feed 
was by means of a crank- 
shaft and pinion with cast 
teeth and a rack similarly 
formed, fastened to the 
front of the bed by wood 
screws. The longitudinal 
power feed was by means 
of an ordinary iron chain 
(hence the common name of 
chain lathe’' given to a 
lathe ha\dng this method of 
feeding). This chain ran 
over a very clumsy form of 
sprocket-w^heel made some- 
what similar to those used 
in chain hoists of the pres- 
ent day. At the head end 
of the lathe this sprocket- 
wheel was fixed upon a 
shaft w^hich carried on its 
front end a very crude form 
of a worm-wheel arranged 
to engage with -an equally 
crude worm upon a shaft 
journaled in boxes at the 
front of the bed, one of 


which was pivoted to the front of the bed and the other capable of 
slitling vertically and therefore making provision for dropping this 


worm out of contact with the worm-gear when it was desired to 


throw out the feed.” To keep this feeding mechanism in gear a 
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lever was pivoted upon the front side of the lathe bed, one end 
connected with the sliding box of the worm-gear shaft and the 
other hooked under a pin driven into the front of the lathe bed, as 
shown in the engraving. 

This worm-shaft was driven by a round leather belt working 
in one of the grooves of a three-step cone pulley fixed upon it, 
and extending up to a similar three-step cone pulley fixed upon the 
rear end of the main spindle. These pulleys were of hard wood and 
attached to cast iron flanges fixed in place. The belt was a home- 
made production but very much resembling the best twisted 
round leather belts of the present day, and was about three quarters 
of an inch in diameter. 

The belt on the cone pulley upon the main spindle was about 
three and a half inches wide, the large step on the cone being about 
twenty inches in diameter. 

It will be noticed that no provisions was made in this lathe for 
cutting left-hand threads. It seems altogether probable that the 
use of left-hand threads began many years after right-hand threads 
were developed and used, as the need of them no doubt did not exist 
until the mechanical arts were much farther advanced and possibly 
not until they were wanted for producing a contrary motion in 
devices using the worm and worm gear. 

The tail-stock was of very simple construction, as will be 
seen in the engraving, the tail spindle having formed upon its rear 
end a downwardly projecting arm which embraced a screw tapped 
into the main casting and being provided with a crank by which 
it was operated. To bind the spindle in any desired position a 
ring was provided, through which the tail spindle passed, and to 
which was welded a bolt end passing up through the casting and 
being provided with a lever nut as shown. It will be noticed that 
by this construction the operation of binding or clamping the tail 
spindle tended to raise it out of its true bearing position and hold 
it suspended by this binder and its contact with the top surfaces 
of the holes through which it passed in the main casting. This 
continued to be the practice for clamping a tail spindle for many 
years before the present method of splitting the bearing at the 
front and fastening it by a clamping screw was first used. 

The lead screw was placed at the back of the lathe and had 
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fitted it a curved forging, carrj^ing a solid nut and capable 
of teing attached to the carriage by two bolts when it was desired 
to cut threads. This forging was frequently called a ^^goose neck/^ 
from its |:^culiar cuiv’ed shape. The thread of the lead screws was 
square anti four threads to the inch. It was, of course, made of 
wrought iron, the use of steel for this purpose being of much later 
date. 

The method of driving the lead screws w^as characteristic 
and f^culiar and is one of the main reasons for introducing this 
lathe to the attention of the readers of this book, as it marks one 
of the first known methods of changing the ratio of speed betw^een 
the main spindle and the lead screw" by means of gears of a varying 
nuniter of teeth, w’hich is here done in a very crude but compara- 
tively effective manner. This method w^as as follows: Upon the 
rear end of the main spindle w^as fixed a flange having in its face a 
series of pins which formed the teeth of a crown gear’^ and which 
engaged with a ^dantem pinion” fixed upon an inclined shaft 
journaled in a bracket fixed to the lathe head and lining with the 
lead screw. This lantern pinion was made of two heads fitted 
upon the shaft and having pins running through the heads in a line 
parallel with the axis of the shaft, similar to the method seen in a 
brass clock. 

Upon the lead screw w’as a crown w’heel similar to that upon the 
rear end of the main spindle, and whose pins, or teeth, engaged 
with those formed by the pins or rods in the lantern pinion upon 
the lower end of the inclined shaft. The fact that this lantern 
pinion was of much greater length than that on the upper end would 
to indicate that the designer or builder of the lathe had in- 
tended to u^ different sized wheels on the end of the lead screw 
for the purpose of producing different ratios between the speed 
of the lead screw and that of the main spindle, and therefore to 
cut threads of differing pitches. This seems to have been the 
earli^t method of producing this result by a change of gearing, and 
probably antedated the method of using differing diameters of 
spur gears, as it is well known that the crown wheel or pin gear 
and lantern pinion were the oldest form of gearing, and in use in 
Egypt at a very early date, and that an imitation of our spur gear 
wras made in a amilar manner by inserting the pins in the periphery 
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of the wheel instead of its face. The builder of the lathe in ques- 
tion probably borrowed his idea from some lathes very much older 
and which he had seen in his native country, as regular spur gearing 
for the same purpose had been used at a considerably earlier date 
than the building of his lathe, and as he was a man past middle hfe 
at that time. The lathe was built about 1830 and was in active 
service as late as 1875, although the lantern pinions and pin gears 
had been discarded and hung up on the walls of the old shop, and 
in their place were the usual spur gears, and a stud plate had been 
added for the purpose of carr3dng an idle gear so as to accommodate 



Fig. 14. — Putnam Lathe built in 1836. 


different sizes of change gears, and a second idler when left-hand 
threads 'were to be cut. Otherwise the old lathe remained as it 
was originally built. 

The transition from wooden to iron beds and legs for lathes 
was probably made by the early builders of these machines about 
1840 or a few years later. It is certain that in 1850 lathes with 
iron beds were made in New Haven, Conn., and that from this 
time on iron was universally used for this purpose. 

A good example of these lathes built about the time of the 
change from wood to iron beds is furnished in Fig. 14, of one of 
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tlie lathes biiiit by J. & S. W. Putnam, in Fitchburg, Mass., about 
the year 1S36, or somewhat earlier, and shows in a remarkably 
sharp eontrasl mtli those of the present day when all possible 
cleiiees are adopted for powerful driv^es, rapid change gear devices 
for both feeding and for thread cutting, to the common inch stand- 
ard and those measured by the metric system; with micrometer 
gages and stops; with turrets located upon the bed or upon the 
carri^^; and with all manner of attachments and accessories for 
doing a great and almost endless variety of extremely accurate 
wwk, m w’ell as for turning out an immense quantity of it. 

One other example of the early lathes is shown that wns in 
some resf^ct somewhat ahead of its time, as will be pointed out. 
It is a 20-mch swing lathe built by A. M. Freeland, in New York 
City, in 1853. It is shown in Fig. 15. It is said that Mr. Freeland 



Fig. 15. — Freeland Lathe built in 1853. 


used English machines as his models and was an admirer of Whit- 
worth and his ideals of what machine tools should be. In this 
lathe the flat-top bed is used as in many Eng lish and some very 
good American lathes at the present time. It will be noticed that 
the apron is in a somewhat abbreviated form, only sufficient to 
support its very simple operative mechanism. 

Thecarri^ carried a cross^lide upon which were two tool-posts, 
one in front and one in the rear, which were connected by a right 
and left cross-feed screw, while there was a short supplemental 
screw for adjusting the back tool independently of the front one, 
and also a longitudinal screw for adjusting the tool lengthwise of 
the work being turned, so that the second or back tool would cut a 
portion of the feed, as the roughing cut and the front one take the 
remainder. It ’R-ill be understood that the back tool is used upside 
down as in the modem lathes carrying the second tool. 
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There was no rack and pinion arrangement for lateral hand feed 
for the carriage; the lead screw being used for this purpose by 
engaging with its thread a pinion fixed to the shaft operated by 
the crank at the right-hand end of the apron. 

It will be noticed that the driving-cone on the spindle has five 
steps, as in a modern lathe. The bed seems so light that it would 
now be called frail, in view of the present duty expected of a lathe 
of this swing, and in sharp contrast with the massive beds now 
used. 

In future chapters will be shown the modern American lathes 
with all their peculiar features illustrated, explained, and com- 
mented upon as this work progresses, taking up, not only the regu- 
lar types of engine lathes, but also those of a more special nature 
such as turret lathes, pattern lathes, bench lathes, high-speed lathes, 
gap lathes, forming lathes, precision lathes, multiple spindle lathes, 
and so on, including lathes driven with belts from a countershaft 
in the usual manner, and also those driven by electric motors 
with the most modern appliances. 

In illustrating and describing these lathes much care has been 
exercised to have both the illustration and the description correct 
as to the facts shown and commented upon, and to this end the 
builders themselves have furnished the necessary facts so that the 
statements herein given are from proper authority and may be 
relied upon in considering the proper selection of the lathe best 
suited for the work for which it is to be purchased. 



CHAPTER III 


CXASSIFICATION OF LATHES 

Hie es^ntial elements of a lathe. The bed. The head-stock. The tail- 
stock. The carriage. The apron. The tiirning and supporting rests. 
The eoimtershaft. Taper attachments. Change-gears. Classification 
applied to materials, labor accounts, and the handling of parts in the 
manufacture of lathes. The four general classes of lathes. The eighteen 
sub-divisions of these classes. The first class: hand lathes, polishing 
lathes, pattern lathes, spinning lathes and chucking lathes. The second 
class : engine lathes without thread-cutting mechanism. Fox brass lathes, 
forge lathes, and roughing lathes. The third class: complete engine 
lathes with thread-cutting mechanism, precision lathes, rapid reduction 
lathes, and gap lathes. The fourth class: forming lathes, pulley lathes, 
shafting lathes, turret lathes and multiple spindle lathes. Rapid change 
gear devices. Bancroft and Sellers device. The Norton device. Lathe 
bed supports. The precision lathe. The rapid production lathe. The 
gap lathe. Special lathes. Forming lathes. Pulley lathes. Shafting 
lathes. Turret lathes. Screw machines. Multiple spindle lathes. 
Variety of special lathes. 

In considering what are the essential elements of a lathe they 
may briefly stated, if we assume that in a simple lathe the work 
is to what was originally intended, that is, held on centers, and 
may stated in the^ terms, viz. The essential elements of a 
^mple metal turning lathe are : suitable means for supporting and 
holding the work upon centers; proper mechanism for rotating the 
work; and a cutting-tool properly held and supported upon a 
traveling device actuated by suitable mechanism. 

The first of these essentials comprise the bed, head-stock, and 
tail-stock, with their proper parts and appendages, so far as the 
fixed parts and centers are concerned, and including legs or other 
supports for the bed. The second essential comprises the driving 
mechanism, counting of the driving-cone, back gearing, etc., and 
the third e^ntial consisting of the carriage, tool block, and cutting- 
tool, with the nece^ary gearing for moving it, and the connecting 
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parts for transmitting power for that purpose from the main 
spindle of the lathe. 

This classification of the essential elements of the lathe naturally 
suggests certain groups of related parts which compose a complete 
lathe, and correspond with the experience and practice of the 
author in the designing and construction of the various types of 
lathes. They are as follows : 

1. Bed and appendages, including the legs or cabinets, lead- 
screw and its boxes, the feed-rod, its boxes and supports, carriage 
rack, tail-stock, moving rack (when the lathe is large enough to 
require one), stud-plate and studs, and such necessary bolts and 
screws as are needed to fasten these parts. 

2. Head-stock and appendages, including such feed-gears as 
are necessary to connect with the feed-rod in case of a geared feed. 
Also the holding-down bolts and binders (if used), for fastening 
the head-stock to the bed, and the large and small face-plates. 
(Where a quick change gear device is used and is not an integral 
part of the bed or head it forms a separate class.) 

3. Tail-stock and appendages, such as holding-down bolts, 
binders, and, when the lathe is large enough to require it, the mover 
bracket, gears, shafts and crank; and if the tail-spindle is handled 
by a hand-wheel in front, the brackets, shafts, spur and bevel 
gears, etc. 

4. Carriage and appendages, including gibs and a solid tool 
block if one is used, but not a compound rest where these are 
furnished at the order of the purchaser.’ If the lathes are habitually 
built with compound rests they may be classed with the carriage. 

5. Apron and appendages, including the apron in its complete 
assembled form ready to attach to the carriage, together with the 
screws for making such attachment. 

6. Rests, including the compoimd rest (when not classed 
with the carriage, the full swing, pulley or wing rest (as it is vari- 
ously named), center rest, back rest, (when one is furnished), 
together with bolts, binders, and similar means of attachment. 

7. Coimter^aft and its appendages, including the hangers, 
boxes, ^pper rod, etc., and any similar parts for tight and loose 
pulleys or friction pulleys as may be neceimry to make it complete 
and ready to put up. 
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Taper attachments, special tool holders, or tool-rests, and all 
similar parts are deemed extras and not included in regular lists. 

Change-gears are sometimes hsted as a part of the bed and 
appendages. When these are a part of a special quick change 
device they are made a separate class. This is understood to be 
when the change gear device is detachable. When made a part 
of the head-stock or the bed such parts as are attached to the one 
or the other of these main parts will be listed with it and become 
a portion of its appendages. 

This classification is carried into all lists of materials of what- 
ever kind and into all accounts of labor in the designing, construct- 
ing, and handling of these parts, whether in groups or as single 
pieces, during their progress through the various departments of 
the shop. 

The classification of these lathes as entire and complete ma- 
chines, and according to their various types of design and con- 
struction and the uses to which they are to be put, will be next 
considered, and in so doing it seems appropriate to commence with 
the more simple forms, and to proceed with such types as are com- 
monly recognized and in use at the present time, dividing them 
into four general classes and these into such sub-divisions as their 
construction and uses seem to demand By this method of classi- 
fication we shall have: 


Hand Lathes, for floor or bench. 

Polishing Lathes. 

Pattern Lathes. 

Spinning Lathes. 

Chucking Lathes, with or without a turret. 

Engine Lathes, without thread-cutting mechanism. 

Fox Brass Lathes. 

Forge Lathes. 

Roughing Lathes. 

Complete Engine Lathes with thread-cutting mechanism. 
Third J Precision Lathes. 

Engine Lathes. Rapid-Reduction Lathes. 

^ Gap Lathes. 


First 

Speed Lathes. 


Second 

Metal Turning 
Lathes. 


Fourth 

Special Lathes. 


Forming Lathes. 

Pulley Lathes. 

Shafting Lathes. 

Multiple Spindle Lathes. 
Turret Lathes. 
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In the first class we understand by speed lathes a lathe 
without back gears and without the carriage and apron of an 
engine lathe, although as chucking lathes they may be provided 
with back gears, as they are frequently used for boring quite large 
holes, and are therefore made much larger and heavier tha.n those 
of the other sub-divisions of this class. 

Hand lathes are supposed to be for the usual operations of hand 
tool turning, filing and light metal turning by means of a detach- 
able slide-rest. They may have legs of sufficient height to support 
them from the floor as in Fig. 16, or with very short legs, making 



them convenient for setting upon the usual machinists’ bench as 
in Fig. 17. Otherwise their design and construction is the same. 

Polishing lathes are, as their name implies, mostly used for 
polishing cylindrical work, although a hand-rest or a slide-rest is 
sometimes used upon them. 

Pattern lathes, as shown in Fig. 18, are usually so called when 
used by wood pattern-makers and while usually used with hand 
tools, as chisels and gouges with the support of a hand-rest, at the 
present time a majority of them are provided with a slide-rest. 
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Those of larger swing have the rear end of the main spindle threaded 
for attaching a face-plate upon which is fixed large face-plate work 
of too great a diameter to be turned on the ordinary face-plate, as 
this supplemental face-plate overhangs the end of the bed and 
consequently the diameter of the work that can be turned is only 
limited by the height of the main spindle above the floor. In this 



class of work a hand-rest is supported by a tripod stand that may 
be moved to any desired position on the floor and is heavy enough 
to stand steadily wherever it may be placed. 

Spinning lathes are used for forming a great variety of shapes 
from discs of quite thin metal, usually brass, with various shaped 

tools held either by hand or in 
the tool post of a slide-rest. 
These tools form the metal in a 
manner similar to the action of 
a burnisher instead of cutting it, 
usually over a former, by which 
the same shape is produced in 
all the pieces. Such work is 
not usually of large diameter, 
therefore a spinning lathe is 
generally of small and medium' s'wing and is of substantially the 
same construction as the ordinary hand lathe, except when built 
for large or special work. 

Chucking lathes, sho-wn in Fig. 19, are used to a great extent 
for boring and reaming circular castings, as pulleys, gears, hand- 
wheels, balance-wheels, sleeves, bushings, flanges, and all similar 
work that require only the formation of the hole, although some 



Pig. 18. — A Pattern Lathe. 
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of these machines are provided with a cross-slide and tool-post by 
means of which the hubs or bosses of the work may be faced. Many 
of them are now provided with a turret, by means of which several 
tools may be carried so that not only boring and reaming, but 
recessing, facing, etc., may also be done without removing the 
work from the chuck. These lathes usually have a very large 
driving-cone with a broad belt surface, or they are constructed 
with back gears similar to those in an engine lathe. It was from 
this form of lathe that the elaborate lathes built by Jones & Lam- 
son and others of similar design and construction originated. 



Fig. 19. — A Chucking or Turret Head Lathe. 


In the second class we have what used to be called the "plain 
engine lathe,” that is, one not provided with any thread-cutting 
mechanism. Formerly the smaller sizes of these lathes did not 
usually have the power cross-feed, although at the present time 
there are very few of them built by any of the manufacturers, unless 
by a special order, practically all the modern engine lathes having 
the thread-cutting mechanism, and frequently it is made an elabo- 
rate and expensive feature and covers a wide range of work. When 
these lathes were built to a considerable extent the feeding mechan- 
ism was nearly always driven by a belt, gears being very seldom 
used for this purpose. No sub-division has been here given for 
foot-power lathes, as any of those so far described can and have 
been operated by foot-power when not too large to be thus driven. 
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The Fox brass lathe, Fig. 20, is built upon similar lines as the 
engine lathe without a carriage or apron, but in place of it there 
is a swinging tool post slide whose rear end is journaled upon a 
lead screw which gives a longitudinal feed when the slide is brought 
over to the front by means of a handle for that purpose. With this 
driver, straight turning, facing, and thread cutting is quickly and 
conveniently done. There is also a hand-rest and sometimes a 
cutting-slide or cross-slide. The tail spindle has a long run and 
is sometimes worked with a lever, particularly when chucking 
work is to be done. Occasionally the tail-stock is replaced by a 
turret carrying a variety of tools such as are convenient for the 



brass finisher. These lathes are usually made without back gears. 
They are run at very high speeds and in the hands of an expert 
brass finisher do the work very rapidly, both as to turning and 
boring or inside finishing, while they cut threads very rapidly by 
means of “chasers.” 

Forge lathes are a very heavy design of the plain engine lathe, 
without thread-cutting mechanism (although some manufacturers 
add this feature so as to make the lathes available as a complete 
engine lathe for much work that cannot be classed as forge work). 
The purpose of these lathes is to rough down large forgings, the 
users claiming that it is more economical to thus bring the work 
to the “forging sizes” than to do so by the process of hammer- 
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ing, and that all the chips thus removed may be worked into' 
other forgings by which this waste is economically recovered. It 
is therefore their practice to forge the work (cylindrical work, 
of course) to dimensions much over the forge sizes, and by the use 
of the heavy forge lathe to finish them to customers rough 
turned” to within reasonable limits of ^^finish sizes.” 

By the term roughing lathe ” we understand that the design 
is heavy and massive with a very powerful driving mechanism, 
lateral and cross feeds and a very rigid tool holding device. Such 
a lathe is seen in Fig. 21. While it is somewhat analogous to the 



forge lathe it is usually understood to be of much less capacity. 
And while the forge lathe, being for handling forgings almost ex- 
clusively, holds the work on centers, the roughing lathe should 
be made with a large hole in the spindle so that work may be 
^^roughed out” from the bar as well as when held on centers, or 
with one end in a chuck and the other on a center. And here it 
encroaches upon what may be considered the field of the so-called 
rapid reduction lathe ” ; with this difference, however, that in the 
former lathe the work is simply roughed out, while in the latter 
it is supposed to be not only roughed out or rapidly reduced to near 
finished sizes, but in many cases entirely finished, or finished to 
dimensions suitable for being finished by grinding. 

In the third class we commence with the complete engine lathe, 
with thread-cutting mechanism, back geared or triple geared, with 
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a compound rest which in the larger sizes is capable of power feed 
at all angles. Such a lathe should also be supplied, especially 
in the larger sizes, with a tool-rest to attach to the front wing of the 
carriage on the left-hand side for turning the full swing of the lathe. 
The larger lathes, particularly those that are triple geared, should 
have a tail-stock arranged with two sets of holding-down bolts, by 
means of which one set may be loosened and the tail-stock set over 
for turning tapers without removing the work from the lathe, as 
the other set of bolts still holds the tail-stock to its place on the 
bed. There should also be a tail-stock moving device consisting 
of a rack attached to the bed, with which is engaged a pinion 
fixed to a shaft journaled in a bracket attached to the tail-stock 
base. By means of a crank on this shaft the tail-stock can be 
easily moved to any desired point upon the bed. 

In lathes of 42-inch swing and larger, this arrangement should 
be back-geared by the introduction of a second shaft, the gears be- 
ing in ratio of 2 to 1. In lathes of 60-inch swing and larger this 
ratio should be 3 to 1. The tail-spindle in the smaller lathes has 
the usual screw and hand wheel for moving it back and forth. In 
large lathes this is inconvenient and laborious. The hand wheel 
should be placed in front of the tail-stock and near the center, being 
mounted upon a short shaft at right angles to the spindle and 
journaled in a bracket fixed to the tail-stock. Upon this short 
shaft is also a miter gear engaging with another fixed to a shaft 
parallel to the spindle and extending to the rear end of the tail- 
stock where it passes through another bracket and has fixed upon 
it a spur pinion which engages a spur gear fixed to the tail-spindle 
screw, and by which mechanism it is operated. The ratio of this 
spur gear and pinion is usually 2 to 1 on lathes of 42-inch swing, and 
proportionately more on larger lathes. By the use of this mechan- 
ism the operator may stand opposite the tail center in adjusting his 
work and easily reach the hand wheel eontrolling the movement of 
the spindle, which would otherwise require an assistant to operate. 

In the triple-geared head-stocks of this class of lathes it is cus- 
tomary to attach the face-plate to the main spindle by a force-fit 
and key instead of making it readily removable by a coarse thread, 
for the reason that it is to be driven by means of a very large 
internal gear bolted to its rear side and engaged by a pinion fixed 
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to a shaft driven by the cone through a suitable system of triple 
back gearing. In this case the cone is not placed upon the main 
spindle, but upon a separate shaft placed sometimes in front and 
sometimes in the rear of it. The front position is the more con- 
venient for the operator in making the necessary changes of speed. 

It is upon this class of lathes that many improvements have 
been made in the last few years in the thread-cutting devices, the 
original idea having been to avoid removing and replacing change- 
gears^^ when threads of different pitches were required to be cut. 
The first attempt in this line, so far as the patenting of a device 
shows, was made by Edward Bancroft and William Sellers in 
1854, and taken up by various inventors with more or less success 
but never brought prominently into the market until the patent 
was granted to Wendel P. Norton in 1892, when somewhat later 
on the mechanism was adopted by the Hendey Machine Company, 
since which time it has been manufactured with much success. 
In the meantime many other devices for the same purpose have 
been devised and built, so that now every tool room and nearly 
every machine shop making any pretense to modern equipment 
possesses lathes having some one of these rapid change gear attach- 
ments included in their design or arranged to be attached when 
desired by the customer. 

In the development of the engine lathe proper, much attention 
has been paid to the supports for the bed, and instead of the former 
pattern of light and, l^ter on, heavy legs, substantial cabinets of 
liberal dimensions and weight, have been designed and are now 
used upon nearly all such lathes, the only exceptions seeming to 
be upon those where the selling price renders economy in the use 
of cast iron essential; upon lathes too small and light to justify 
their use; and upon lathes built by the more conservative manu- 
facturers who have not yet come to consider this class of improve- 
ments as necessary to the efficiency of their machines. 

A precision lathe is designed to be a lathe in which fineness and 
exactness in all its parts is the prime consideration rather than a 
great range of work or capacity, or from which a large output may 
be realized. It is therefore not necessary that it should be very 
heavy or massive except in so far as its weight may render it capa- 
ble of greater precision. While the entire design and construction 
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of the lathe is as exact as possible, the effort is also made to provide 
against all conditions and causes that shall be detrimental to its 
one object, that of turning out its work in as perfect a manner 
as possible. 

These being the conditions under which it is designed and built, 
it is an expensive lathe, as the most skilful labor is used in its con- 
struction and the time devoted to this work is always liberal. 
It is, therefore, essentially a lathe for the tool room and the labora- 
tory rather than the manufacturing department, and with it 
master screws of very great exactness and all similar work is per- 
formed. It is, of course, an engine lathe in its general design. 



although there are more or less changes of form and manner of 
assembling the parts introduced for the purpose of avoiding the 
effects of strains, protecting bearings from dirt, insuring accuracy 
of movement of the several parts, and so on, everything in the 
design and construction being subordinated to the one condition 
of the greatest precision and accuracy, not only in the entire 
machine but in all its individual parts. 

The rapid-reduction lathe, shown in Fig. 22, is another form of 
a complete engine lathe, built heavy and strong, with a powerful 
and somewhat complicated driving mechanism and very strong 
feed. The tool holding device should accommodate at least two 
tools and hold them very rigidly. It should have thread-cutting 
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facilities so that pieces requiring threads may be entirely finished 
in this r-espect. It should be an accurately working machine so 
that it may not only rapidly reduce the stock to near the finishing 
dimensions, but finish all ordinary work to the given sizes, or to 
such dimensions as may be called for when the piece is to be finished 
by grinding. Such a lathe may be arranged with a series of stops 
both for diameters and lengths and thus do much of the work done 
in a very much more expensive turret lathe. It will be of much 
convenience to have a hollow spindle, bored out as large as pos- 
sible so as to admit of running a bar of round stock through it, 
holding it in a chuck and forming one end of the pieces, then cutting 
them off, leaving the remainder of the work on the opposite end 


Fig. 23. — A Gap Lathe. 



of the piece to be done at a second operation in this lathe or some 
similar machine. In working up round stock in this manner the 
lathe should be provided with a cutting-off slide constructed 
similar to that on a turret lathe. 

A gap lathe, shown in Fig. 23, is one in which the top of the 
bed is cut away for a space immediately in front of the face-plate 
for the purpose of increasing the swing of the lathe so that much 
larger work may be turned or bored, either when held upon centers 
or in a chuck. This type of lathe is. more in favor in English 
machine shops than those of this country, where the gap lathe is 
seldom seen. When the work of the lathe is not of such a nature 
as to require the gap, it is usually closed up in one of two ways. 
The first method is to have a portion of bed exactly like the main 
part and of such a length that it will exactly fit in the space form- 
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ing the ^^gap.” The other method is to have that portion of tli(‘ 
bed upon which the head-stock is attached, of tlu^ full height-, whih^ 
the remainder of the bed is lowered sufficiently to furnish a support 
for a sliding supplemental bed whose depth is (ujual to the (h'pth 
of the gap. This supplemental bed when closed uj) to t-lu; fac<! of 
the head-stock completes the bed by filling thc^ entire^ e.ut-away 
portion completely to the rear end. When it is desinnl to form Ji 
“gap” this supplemental bed is moved, toward the rear eml of tlu* 
bed proper to any desired distance to leave the I't^cpiirtHl spac(^ or 
gap for the work in hand, and secured by bolts arrang('d for that- 
purpose. In a large machine shop, with tlu^ projx'r latlu's for 
handling whatever work the shop is called upon to do, th(' gap lath(‘ 

> is not usually necessary and will seldom he found, hiit in jobbing 

shops, particularly those with a modest <'<juipm<'nt of t<K»ls, tht* 
gap lathe may often be found convenient for doing exceptionally 
large jobs such as pulleys, balance-wheels and the like, as thes(‘ 

Jobs may come along so seldom that it would not. Ik' advisabli* to 
incur the expense of a lathe large enough to swing tluun, and which 
would be liable to be idle a large portion of lh(^ tinu'. 

The gap lathe is provided with th(\ usual thn'ad-entting 
mechanism and is in all respects a comphdr^ engiiu' hit In*. It is t 

not usually as rigid as a solid bed lathe and ther(‘for<‘ not as efli- ' 

cient in taking heavy cuts. 

The fourth class, including the various types of special lathes, 
would of necessity be a very large one if an al.tempt wer<' made iip 

to enumerate them all, and the list might prove tinwome to tlu* 
busy reader. Those introduced in the foregoing list are of tin* 
well-known and recognized types and seiun to be sufficient for j 

the purposes of this work. 

Forming lathes are of heavy and massive design and construc- 
tion, and provided with powerful driving mechanism, adapted 
to rather slow speeds, and with fine feeds, owing to the. large; <;xtent 
of the cutting surface of, the tools used in them. These; tools I 

require special forms of rest for supporting them which are eif j 

strong but simple design, as many of the forming tools are simjily ' 

flat steel plates with the form to be turned cut in the edge, so 
that when dull they may be sharpened by grinding the top fae;e 
and not changing the form. Forming lathe-s should have hollow 
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spindles, bored out much larger in proportion than in other types 
of lathes. The author has designed and built these lathes of 
28-inch swing with a spindle 7| inches in diameter and bored out 
to inches, so as to take in a bar of 5-inch steel. As this size 
weighs about 85 pounds to the foot, or a bar 16 feet long weighs 
over 1,300 pounds, it will be seen that ample provision was needed 
for the weight to be borne upon the main spindle bearings in ad- 
dition to the weight of the lathe parts, and that while the driving 
power necessary for operating with a wide forming tool on steel of 5 
inches diameter was a serious matter, that of providing for the 
rotating of this unusual load was a considerable addition to it. 
However, they met the required conditions and succeeded in 
turning out much work even of this comparatively large diameter. 

Naturally the forming lathe requires no provision for thread 
cutting, but a geared feed should be used and will need to be of 
ample power to withstand the very severe strain to which it will 
be put. 

Pulley lathes, as they are commonly termed, might more 
appropriately be called pulley-turning machines, or even pulley- 
making machines, since some of them make the pulley complete, 
with the exception of splining and drilling and tapping for the set- 
screws. In some of these machines the boring is going on and the 
reaming is also done while the turning is taking place. In other 
forms, one machine does the boring and reaming, which may be done 
at quite high relative speed, while the turning must be compara- 
tively slower and is done in another machine. Thus one machine for 
boring and reaming may furnish work enough for several turning 
machines. 

In the pulley-turning lathes there must be a strong driv- 
ing mechanism since comparatively large diameters are turned, 
although even the roughing cut is light when compared with that 
frequently taken by other lathes. Two and sometimes more 
tools are used, being located both at the front and back of the bed, 
(those at the back being bottom side up). In some machines the 
tools commence the operation in the center of the face of the pulley, 
and each tool or pair of tools (one roughing and one finishing), 
are fed away from the center, and with the slide upon which the 
tool block travels set in a slightly inclined position with reference 
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to the axis of the lathe so as to produce the properly crowned 
face’^ of the pulley. With four tools thus arranged, the pulley 
is completely turned during the time necessary for a tool to travel 
across one half of the face of the pulley plus the distance apart 
of the roughing and the finishing tool, say from an inch to an inch 
and a half. 

When the pulley-turning lathe is arranged for turning cone 
pulleys it is customary to have as many tools as there are steps 
to the cone pulley, each held in a separate tool post fixed in a single 
tool block having a lateral power feed and a transverse adjustment 
for setting to the proper diameter. The tool posts set in T-slots 
and the tools are set with relation to each other so as to turn the 
proper relative diameters of the several steps. The tool block and 
the slide upon which it runs is adjustable to the right inclination 
or ^Haper’^ to properly crown all the steps of the cone at once, 
and when the tools have passed over one half the face of the steps, 
this block and slide may be shifted and properly adjusted to turn 
the other half of each step. In this form of pulley turning it is 
usual to make two cuts, a roughing and a finishing cut, and when 
turning up to the face of the different steps to draw back the entire 
number of tools by means of the transverse slide which may be 
fed back by hand for that purpose. 

Pulley-turning and boring lathes or machines are built very 
broad as compared with an engine lathe and with very short beds, 
as the width of a pulley face, or the combined faces of the several 
steps of a cone pulley, is the extent of their lateral feed in any case. 

The boring and reaming mechanism should have a power feed 
so as not to require the constant attendance of the operator, who 
may easily run one boring and reaming machine and two surface 
turning machines. 

Shafting lathes or shaft-turning lathes may be arranged from 
any good engine lathe provided the bed is long enough for the 
purpose, by adding to it a three-tool shafting rest and a shaft 
straightener. Still a lathe that is especially designed as a shaft- 
turning lathe will be better adapted for the purpose and will turn 
out more good shafting with the same expenditure of capital and 
labor than the engine lathe arranged with attachments for the 
purpose. In the properly designed shaft-turning lathe there is a 



CLASSIFICATION OF LATHES 


65 


heavy shaft running the length of the lathe bed and arranged to 
communicate power to a face gear and driver journaled on the 
front end of the tail-stock, by means of which the shaft to be 
turned may be driven from this end as well as from the head-stock 
end. This is very useful in turning long shafts in which the tor- 
sional strain would be great, as the power may be applied at the 
tail-stock to turn one half of the shaft and then applied direct from 
the head-stock, or it may be applied at both ends continuously and 
simultaneously. 

There should be a force pump to keep the cutting-tools constantly 
supplied with a stream of whatever lubricant is being used. This 
pump may be driven from the shaft above mentioned, which is 
located at the center of the bed and below the bridge of the car- 
riage. The three-tool rest carries its own center rest, but it is 
customary to support the shaft being turned by easily removable 
rests used between the carriage and the head-stock or tail-stock, 
as the operator finds necessary. These are generally composed 
of two wooden blocks resting on the V’s of the lathe and somewhat 
lower than the lathe centers. The upper block has a V-shaped 
groove for the shaft to rest in and is raised up and held in place by 
a wooden wedge inserted just far enough to give proper support 
to the shaft so as not to permit it to sag during the process of turn- 
ing. There are three turning tools usually employed. The first 
is a roughing tool; the second cuts the shaft very closely to size, 
while the third takes an extremely light cut, completing the 
work, so that by running once over the shaft from end to end it is 
completely finished. Two tools are placed at the left of the center 
rest fixed to the tool block, and one, the final finishing tool, at the 
right. As these three tools and the center rest occupy considerable 
length upon the shaft the lathe is provided with extra long centers 
so as to reach the work. The center rest is provided with split 
collars bored to the size that the second tool leaves the shaft. 

The turret lathe, shown in Fig. 24, now so well and favorably 
known, is a comparatively recent invention and doubtless origi- 
nated in the use of a multiple tail-stock which was formerly used on 
small work where more than one tool was desirable. Our English 
friends recognize its value and usefulness, and one author speaks 
of it as ‘‘the common capstan tool-rest.” In this country much 


66 


MODERN LATHE PRACTICE 


has been done to develop and bring into popular form the turret 
lathe by such builders as Jones & Lamson, Warner & Swasey, 
Potter & Johnson^ Bullard and others. 

While the turret lathe in its perfected form is now a complete 
machine; the turret idea was first applied to engine latheS; and turret 
attachments are so universally popular that most of the lathe 
manufacturers now make them of dimensions suitable for their 
lathes, and attach them either to the lathe carriage or to a special 
bed which may be fastened to the lathe bed upon the removal 



of the tail-stock. A great variety of work may be done in the 
turret lathe, its principal rival being the automatic screw machine, 
whose economy lies principally in the fact that one operator may 
take care of a number of machines, each of these machines depend- 
ing principally for their success upon the turret with its multiplicity 
of tools. And this idea of a turret carrying from four to eight tools 
is applied in a great variety of ways and to a large variety of 
machines on account of the ease with which any desired tool may 
be brought into a working position. 

The head-stock of a turret lathe is made in several ways, from 
that of a plain head without back gears to one with a large variety 
of speeds, controlled by handles operating clutches, or friction 
driving devices, or both, and which may be operated while the 
machine is in motion. In some cases the head-stock is cast in one 
piece with the bed, in others fitted to it in a similar manner to that 
of an ordinary lathe. In still others the head has a transverse 
movement on the bed upon which it slides and its movement is 
easily controlled by the operator. 
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The turret is designed and constructed in a variety of forms, 
but principally either circular or hexagonal. It is mounted usually 
in a horizontal position, that is with its axis vertical, but still in 
some of the best machines, notably the Gisholt, it is pivoted in an 
inclined position, the object being to bring the long tools, made 
necessary by a large machine, up out of the way of the operator as 
they swing over the front of the machine. 

In the smaller hand machines and in many of the turrets fur- 
nished upon ordinary engine lathes the turrets are rotated by hand 
as each change is required, but in the larger and more complete 
machines the sliding movement of the turret effects its rotation 
at the proper time near its extreme rear position. 

There is no carriage, properly so called, upon a regular turret 
lathe. A cutting-off slide carrying two tool-posts, one in front 
and one in the rear, serve to carry a cutting-off tool and a facing 
tool, or one for doing forming within certain limits. The spindle 
being hollow, and a large part of the work of the turret lathe 
adapted for steel work being made direct from the bar, these tools 
are very useful. 

Some turret lathes are particularly adapted for a large variety 
of chucking and forming work, which they perform very accurately 
and economically, an elaborate system of stops for the turret slide 
rendering them very efficient for this work. 

The tools that may be used in a turret are almost without num- 
ber, and the expert operator readily attacks the most complicated 
pieces and brings them out with excellent finish and with surprising 
accuracy. Internal and external threads are readily cut very true 
to size and with rapidity. 

The screw machine is very closely allied to the turret lathe, 
so called, and the smaller sizes are fitted with what is called a “wire 
feed,” which will automatically feed in the bar against the turret 
stop as soon as it is released by opening the chuck. This is in the 
hand screw machine. In the automatic screw machine all these 
movements are made automatically when once the machine is set 
up, the tools properly adjusted, the bar of stock once introduced 
and the machine started, and, barring accidents, the machine con- 
tinues to run, dropping its work into a pan as it is completed and 
cut off, until the bar of stock is almost entirely used up. 
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Multiple spindle lathes are usually those having two spindles. 
These may be side by side for the purpose of performing two similar 
operations simultaneously; or one spindle may be considerably 
higher than the other, above the bed, thus giving two different capac- 
ities as to the diameter of work that can be accommodated on 
the same lathe; the larger swing being frequently used for boring 
or similar work. Notably of this type of lathe is that put in the 
market by J. J. McCabe. 

While the general and well-marked types of lathes have been 
specified in this classification it must not be understood that the 
list is complete, as there are many special lathes, each of excellent 
mechanism and well adapted to the special work for which it is 
designed, that do not appear here, and that it is manifestly impos- 
sible to classify and describe in detail. Frequently they may be 
assigned to some one of the classes or sub-divisions here set forth, 
as all lathes must partake in some respect of the essential parts of 
those described. 

Further on in this work many practical examples of the lathes 
described in this chapter will be found, their builders’ names being 
given and their particular features pointed out and commented 
upon, and to them the reader is referred for the better examples of 
each of the classes enumerated in this chapter. 


CHAPTER IV 


LATHE design: THE BED AND ITS SUPPORTS 

The designer of lathes. The manufacturer's view of a lathe. The proper 
medium. Cause of failure. The visionary designer. Conscientious 
efforts to improve in design. Design of the lathe bed. Elementary 
design. Professor Sweet's observations. The parabolic form of lathe 
beds. The author’s design. Form of the tracks. Bed of the old chain 
lathe. The English method of stating lathe capacity. Method of 
increasing the swing of the lathe. The Lpdge & Shipley lathe bed. 
Uniform thickness of metal in beds. Ideal form of bed. Cross-ties, or 
bars. Four V’s. Flat surfaces. Lathe bed supports. Height of lathe 
centers. Wooden legs for lathe beds. An early form of braced, cast 
iron legs. Cabinets or cupboard bases. Old style cast iron legs still 
in use. Form of cabinets. Principles of the design of cabinets. Cabi- 
nets for small lathes. The Lodge & Shipley cabinet. The Hendey- 
Norton cabinet. 

To the experienced and conscientious designer of machine tools 
the condition is frequently forced upon him that it is often easier, 
and usually far more agreeable, to design machines as he really 
believes they should be, than to design such machines as will meet 
the popular requirements of the market. He may be sure that a 
certain plan would make really a better and more efficient machine, 
yet he must, from the outset, consider the kind of a machine the 
customers want and will buy and pay for, since they are, as has been 
often said, ^Hhe court of final resort’’ in the matter, and machine- 
tool builders manufacture machines to sell, and not for the pur- 
pose of exploiting individual opinions, however good they may be, 
or the fads and fancies of draftsmen who are sometimes imbued 
with visionary and impractical ideas. 

The manufacturer himself may be perfectly sure that the ma- 
chines he is turning out are not the best adapted for the purposes 
for which they are used, or the best he could build for the money. 
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He may so far have the courage of his convictions as to build for 
his own use machines quite different from those he manufactures 
for his customers. Yet for sale he must build what his customers 
want with small regard for his own personal opinions. 

By this it is not meant that the builder does not use his judg- 
ment in a mechanical way, or that he does not endeavor to build the 
best machines possible, inasmuch as he does give this very question 
much time, attention, and study. Yet he must, from the very 
nature of the case, always keep in mind the question, “What will 
the customers think of this new machine? ” “ Will this device be 
a success, or will it prove a failure?” Some machines that have 
been put on the market with feelings of much trepidation have 
proven great money-makers, while other machines possessing much 
mechanical excellence have fallen flat and a large majority of the 
customers refused to endorse them. The author has seen many 
such cases, and this has probably been the experience of every man 
who has designed and built machine tools. 

The proper medium in the matter seems to be to keep as closely 
in touch as possible with the purchasers of machinery; to ascer- 
tain their needs and preferences as closely as may be; to anticipate 
their wants when possible, but at the same time with conservatism; 
and to avoid putting entirely new devices on the market until 
they have been thoroughly tested in the home shop and by a few 
friendly shops outside of it. And by entirely new devices is meant 
substantially new and complete machines, as the builder will fre- 
quently have parts of, or attachments to, the regular line of ma- 
chines that are made to the order of a particular customer and that 
he feels perfectly sure of being well suited to the work that it 
is expected to perform; yet in these cases considerable caution is 
necessary. 

The one fruitful source of difficulty, disappointment, and failure 
to be most avoided in the production of new devices is the mania 
often manifested by designers to produce something absolutely 
new, decidedly novel, the hke of which no one has ever seen or 
dreamed of, and that will startle the mechanical world, revolu- 
tionize the business, and prove its author a veritable Napoleon of 
mechanical science. 

When confronted with such a man or such a condition, the 
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wiser course will be to abandon such ambitious attempts to 
eclipse all previous efforts, get down out of the clouds, design 
something of practical utility, even if it is not strikingly new; some- 
thing that past experience gives some guarantee of success; 
something that will surely bring the proper financial return and 
be a credit to the shop. It is always well to remember, when 
tempted to go off on a tangent after something new and mar- 
velous, that ^^a good adaptation is better than a poor original,'^ 
and that when Solomon said that ^Hhere is no new thing under the 
sun,” he did not come far from the truth, since many of the things 
we think are new may be found in almost the identical form, that 
have been invented, used, and discarded years ago, as the records 
of many mechanical libraries as well as the United States Patent 
Office will furnish abundant evidence. 

By the foregoing remarks it is not intended to discourage 
originality, original thought and research, or the proper ambition 
to improvement, for we often produce more of real value by the 
effort to evolve mechanical improvements than by the design of 
entirely new machines, and the studious and observing designer 
will always be on the alert to devise improvements upon existing 
forms and processes. 

These observations and suggestions apply with as much force in 
the efforts to improve the lathe as any other machine in common 
use. Being the oldest machine in the machine shop does not in 
any respect limit the field for improvements in it. Neither does 
it preclude the design of entirely new machines that may have, 
perhaps, very little of the characteristics of a lathe, although we 
must necessarily be confined to the essentials heretofore discussed, 
namely, a bed, upon which rest the head-stock, tail-stock, and car- 
riage, or their equivalents, if we would claim that our machine is a 
lathe. 

With these preliminary statements relative to the conditions 
and requirements of good and successful designing, we may take 
up the designing of lathes somewhat in detail and inquire into the 
design of the individual parts and groups of parts, giving some of 
the ideas of men prominent in this field, and adding such comments 
and suggestions as seem proper and pertinent to the case as the 
matter is proceeded with. 
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In carrying out this plan it will be natural to commence with 
the bed, considering its use and purpose, and the proper form to 
fulfil the requirements of this particular part. 

The lathe bed, considered in an elementary way, and in the 
case of a lathe of moderate length, may be taken as a beam, sup- 
ported at each end and in its turn supporting at one end the head- 
stock, at the other end the tail-stock, and in the center the carriage, 
as represented in Fig. 25. 



This being the problem, and as the head-stock and the tail- 
stock stand directly over the legs or supports, we might consider 
the problem as that of a beam loaded at the center, which would 
naturally suggest that the under side of the bed instead of being 
straight should be a parabolic curve. This would result in the 
form shown in Fig. 26, which would, if the carriage was stationary. 


I 



Fig. 26 . — Parabolic Form of Lathe Bed. 


conform to the conditions of the problem. But, while the carriage 
is not stationary, it is located at what would normally be the weak- 
est point along the length of the bed, namely, a point farthest 
from either support. So far the parabolic curve, then, is correct. 

But while we have been placing our supports at the extreme 
end of the bed we have no condition of the case which makes it 
incumbent upon us to do so. In other words, we may add a por- 
tion to each end of the bed, outside of, or beyond the line of these 
supports, in the form shown in Fig. 27, showing a modified form 
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of the lathe bed, the extensions at each end being in the form of a 
beam supported at one end. Theoretically, then, this would seem 
to be the proper form of a lathe bed in order that it might conform 
to the necessary requirements as to form and its ability to sustain 
the usual weights and strains to which it will be subjected, and 
at the same time not be of excessive weight, which would entail 
unnecessary expense. 

This is substantially the view taken by Prof. John E. Sweet in 
reference to machine beds. He says: 

“No reasoning can make it out that the place for the support 
of an ordinary sized lathe bed at the tail-stock end of the lathe is at 
the end. If placed a considerable distance from the end, and the 
tail-stock is at the end, it is better supported than when in the 
middle of the present style of lathes and also better supported at 



Fig. 27. — Modified Parabolic Form of Lathe Bed. 


all other points. At the head-stock end it is quite a different matter 
as the head-stock is always fixed and is usually heavier loaded, 
exclusive of its own greater weight. Where the head-stock end 
support is a closet, there is no way to make it look right except to 
have the closet the same width as the head-stock is long. 

“In the case of a planing machine bed up to 12 or 15 feet in length 
there is no reason for having three pairs of supports. Unless the 
foundation is absolutely unyielding — a thing that is more rare 
than the other kind — the three or more pairs of supports are 
especially bad, and to attempt to hold the foundation true with a 
frail planer bed is foolish. The distance between the supports in 
Fig. 28 is no greater than in 29, and as in no case would the center 
of the load in planing overhang the supports more than a slight 
distance the style shown in Fig. 28 is quite as well supported as the 
other ; and when the iron in the legs and the work to fit them are 
taken into account, if they were all put into the casting the bed 
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could be brought down to the floor as in Fig. 30, greatly improv- 
ing the structure. 

“ Another improvement is to use the iron usually put in the cross- 



Fig. 28. —Prof. Sweet’s Form of Bed, supported at Two Points only. 

girts — which do not stiffen the bed in any way to any great extent 
— and use it in bottom and top webs, making the thing a four- 





Fig. 29. — A Common Form of Lathe Bed, Supported at Three Points. 


sided box, which is from four to a dozen times stiffer in all direc- 
tions, and then rest the whole thing on three points, one under the 



Fig. 30. — Prof. Sweet’s Design Applied to a Planer Bed. 


back of each housing and one under the middle toward the other 
end. The whole thing, including patterns and setting, will cost 
no (or very little) more and be four times better than present 
practice. 
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the bed is supported at the same points when it is planed 
and fitted up, no attention or skill is required in the erection — 
just set it anywhere and on anything solid, and that is all that need 
be or can be done.’’ 

There is '^meat for reflection” in what Professor Sweet says 
(as there usually is), and the principle upon which he makes his 
deductions is undoubtedly correct. 

To render the comparison more apparent and in a practical 
manner the two views shown in Figs. 31 and 32 are given. In 



Fig. 31. — The Parabolic Design of a Lathe Bed. 


Fig. 31 the parabolic design is shown in proper proportion for 
supporting the head-stock, tail-stock, and carriage, and the propor- 
tions laid out are ample for all purposes, as is also the supports 
and their distance from each other. In Fig. 32 is shown a rectangu- 
lar design of bed of like length and of sufficient depth to give the 
requisite strength, provided there is a central support added to 
prevent a sinking in the center of the bed, as the distance between 
supports would otherwise be too great. While nothing has been 
added to the strength or the stiffness of the bed, we have been 



Fig. 32. — The Rectangular Form of Equal Strength. 


obliged to add the central support and in addition to this the 
weight of the parabolic form of bed is 1,390 pounds, while the rect- 
angular form is 1,550, a very material addition without compen- 
sating advantages; and at the same time we have the disadvantage 
referred to by Professor Sweet, that the nearer together we can 
get the supports and still retain the condition of rigidity the less 
we shall have to depend upon the correctness of the foundations, 
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and this of itself is a matter of very important consideration, since 
in some of the popular forms of machines their truth and correct- 
ness depends to a very considerable extent upon the accuracy and 
continued stability of the foundations upon which they rest. 

It was from such considerations and conditions as has just 
been illustrated and described that the author designed and built 
the 21-inch swing engine lathe shown in Fig. 33. This lathe met 
with exceptional success in the market both in a mechanical and 
financial way and a large number of them were built and sold, 
although they were brought out during a season of great depres- 
sion both in mechanical and financial circles, when hardly a machine 



Fig. 33. — A 21-mch Lathe with the Parabolic Form of Bed. 
Designed by the Author. 


shop in the country was running full time, and many of them but 
eight hours a day for three days only in a week. After a couple of 
years these beds were changed to the rectangular form in order to 
satisfy the demands of customers, the depth being nearly as great 
as the one here shown is in its deepest part, and the weight much 
increased. The ends were made square and the rear box leg 
made a regular cabinet similar to the front cabinet. The lathe is 
still built with very little change in its general design except as 
above specified, although it was originally designed over a dozen 
years ago. 

It will be noticed in the design shown in Fig. 33 that the front 
end of the front cabinet is in a vertical line with the front end of the 
head-stock, as suggested by Professor Sweet, and about twelve 
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years before his article was published, although it is probable that 
he had held the same opinions therein expressed for a much longer 
period than this would indicate. 

There is much diversity of opinion as to the proper method of 
designing the “shears,” “ways,” “tracks,” “V’s” or by what- 
ever term we may designate the top portion of a lathe bed. 

It has been shown in the “old chain lathe,” Fig. 13, when beds 
were made of wood, that the V’s were made of strips of wrought 
iron set on edge and fastened in rabbits cut in the wooden bed, 
their upper edges chipped and filed in the form of an inverted V. 
There were only two of these, the head-stock, tail-stock and car- 
riage, all resting upon the same V’s. Consequently, the carriage 
was not able to run past the head-stock or the tail-stock, as is the 
case with the modern lathe-bed having four V’s. 

The usual form of construction is shown in cross section in 
Fig. 34, which is drawn to the usual proportion of the component 
parts of a bed. As a matter of 
strength, stability, and rigidity, 
the center, at the top, of the in- 
side V’s A, A, and the lathe 
center or center of the head 
spindle B, should form an equi- 
lateral triangle. An arc C,of a 
radius struck from the center B, 
and just clearing the V at A, 
will be the radius of the swing of 
the lathe 

This matter of determining 
“the swing” of a lathe differs 
materially as between the prac- 
tice of this country and Eng- 
land. An English author, Mr. 

Joseph Horner, states it thus: 

“The 'centers’ signifies the distance from the top face of the bed 
to the centers of the spindles. English and continental lathes are 
designated thus, but American by twice the centers, or the 'swing,’ 
in other words — the maximum diameter which a lathe will carry 
over the bed.” And with all due respect to the opinions and prac- 



Fig. 34. — The Usual Form of Cross 
Section of Bed with Four V’s. 
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ticeof our cousins “on the other side,” it would seem the proper 
designation, and the one in which a prospective purchaser would 
be most interested, to tell him how large a piece of work could 
be done in the lathe, rather than to tell him the half of this diame- 
ter, or the radius, and let him have the trouble of the mental cal- 
culation of multiplying this dimension by two every time it is 
mentioned. It may seem all right when one is accustomed to it, 
but, like the English monetary system of pounds, shillings, and 
pence, it seems unnecessarily cumbersome when compared with 
the directness of the American expression. 

In order to increase the swing 
of the lathe without raising the 
head spindle in relation to the 
bed, some builders prefer to omit 
the inside V’s, as shown in Fig. 
35, by which means the arc C, as 
given in Fig. 34, and here shown 
as a dotted line, is increases 1 to 
the arc D, and the swing of tlu' 
lathe increased by twice this dif- 
ference. In this case the hcuid- 
stock and the tail-stock are both 
fitted to the flat top of the bed 
and also have a projecting ril) or 
its equivalent built down ami 
fitted to the inside of theinwardly 
Fig. 35. -- The^En^U^l^rm of Bod projecting flange of the top of tlu^ 

bed. This method of construc.- 
tion is that in use in English and continental lathes and in recent 
years has been adopted by some lathe builders in this country. 

Still another method for increasing the swing is shown in Fig. 
36. This is by lowering the inside V’s, upon which the head- 
stock and tail-stock rest, and leaving the outer V’s supporting the 
carriage in their original position. In this engraving the arcs, 
representing the radius of the swing in the two former examples, 
are shown in dotted lines, and the increased arc E by a full line. 
There are other advantages in the form of construction shown in 
Figs. 35 and 36, which will be noticed later on. 
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In Fig. 37 is shown the form of bed adapted by Lodge & Shipley, 
which will be seen to be a modification of the preceding examples 
in that, in this case, the English form of a flat surface is used in 
place of the front V, while at the rear the inverted V-shape is 
retained. There are several advantages in this form. The rear 
V is preferred by some as a better method of locating the head- 
stock and tail-stock in perfect alignment, inasmuch as that while 
the head-stock, once located and securely bolted down, remains in 
its fixed position whether resting on V^s or upon a flat surface and 



between vertical faces as in the English lathe. With the movable 
tail-stock this is different. There is a constant tendency to wear 
in all directions of contact, and if fitted between vertical surfaces 
this tendency will in time throw it out of line. When resting upon 
the inclined surfaces of the inverted V, the wear is likely to be 
equal on the two sides and the lateral alignment is maintained, 
while the vertical wear will be considerably less than that of the 
head spindle in the boxes, which should be vertically adjustable 
to compensate for this wear and so a proper and perfect alignment 
of the two be maintained. 

The bed shown in Fig. 37 is considerably deeper than the former 
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examples, but corresponds very nearly to the proportions that have 
been found necessary to the proper strength and rigidity of the 
modern lathe when used under the severe strains and hard usage 
incident to modern shop methods and to the use of high-speed 
tool steels, with the necessity for the rapid reduction of the diameter 
of the stock which would in former times have been considered 
very wasteful of materials, but which in these days of cheap ma- 
chine steel are much more economical than the usual processes 
of forging the parts to nearly the diameters necessary, as was 
formerly the usage when the price of steel was very much above 
what it is now and the cost of labor considerably less. 

It will have been noticed in the engravings of the cross sections 
or beds thus far given, that the “side plates” or outer walls have 
been uniform on the two sides and across the ends. Also, that the 
bed is very much strengthened by the track or flat upper member. 
To obtain a casting of nearly uniform shrinkage throughout, and 
to diminish as much as may be the unequal strains, as well as to 

add to the strength and 
stiffness of the bed, the 
lower edge has been reen- 
forced by an additional 
thickness for a .short dis- 
tance from the lower edge. 
This has been made of 
different forms by different 
designers, but is substan- 
tially as shown in these 
engravings. 

In Fig. 38 is shown an 
ideal form of bed combin- 
ing great strength and 
stiffness with a minimum amount of material when its rigidity 
is considered. Much is said in machine tool design of the “box 
form,” and while in some instances its merits may have been over- 
rated it certainly is a form possessing most excellent qualities of 
strength, stiffness, and power to withstand torsional strains as 
well as to rigidly support heavy loads. It is for these reasons that 
this bed is designed as it is, and for these reasons it seems fair to 



Fig. 38. — Ideal Form of Bed to Resist 
Torsional Strains. 
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call it an ideal form. The entire length of the sides or ^^side plates,” 
are double, or of the ^'box form,” tied together at frequent inter- 
vals so that the outer and inner wall properly support each other. 

To “balance the casting,” there is not only an additional thickness | 

of metal at the bottom of the outer wall, on the outside, but an I 

inwardly projecting flange along the inside of the inside wall at | 

the bottom. As far as possible the casting and all its component r 

parts are of as nearly as may be the same thickness, so as to reduce 
to a minimum the internal strains of the casting as it cools after 
being “poured.” 

A further reference to the form and disposition of the cross- 
braces or cross-ties is made a little further on in describing these I 

members of the casting. 

Thus far the cross section of the bed, and its component parts 
of the side plates, the track or top portion and the V^s, have been 



Fig. 39. — Forms of Cross-Ties or Braces. 


shown, in addition to the front elevations and the various forms 
of beds for supporting the weight of the head-stock, the tail-stock, 
and the carriage. The next feature to be considered will be the 
“cross-bars,” or “cross-ties” as they are sometimes called. 

The cross sections of these various forms are shown in Fig. 39 
at A, B, C, D, and E, which give the principal forms in common 
use. At A is the simple form or single bar, set on edge and used in 
the earlier forms of cast iron lathe beds for many years. The 
desire to get some form more rigid laterally led to the addition of a 
horizontal rib, first on the top edge only and then on the bottom also, 
making the I-beam section shown at B. This was for many years 
considered quite sufficient for the purpose until the desire for more 
strength and stiffness led to the adoption of the “box form” shown 
at C. Later on this form was still further strengthened by the 
addition of outwardly projecting ribs or flanges at the bottom 
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edges forming the section that is shown at D. To this form has 
since been added the top ribs as shown at E, and the question has, 
for the time at least, been solved, of making as strong and rigid a 
cross-bar as is possible. 

It will be noticed that wherever these forms are with double 
walls the internal space is closed at the top. This occurs, first, as 
the bed is cast bottom side up, and it is more convenient to pour 
the molten iron into this form and have a solid casting; it gives a 
better appearance to the top of the cross-bar in the finished lathe; 
and a cross-bar open at the top would furnish a receptacle for dirt, 
chips, and small articles that would occasionally drop into it. 

These cross-bars were located at right angles to the length 
of the bed as shown in plan in Fig. 40, their distances apart in 



Fig. 40. — The Usual Manner of Placing the Cross-Ties. 


the earlier forms of beds being two or three times the width of the 
center of the bed. This distance was gradually reduced as the 
beds were made heavier and stronger, until ten or fifteen years 
ago it was frequently the case that the cross-braces were spaced con- 
siderably less distance apart than the width of the bed, particularly 
in the wider beds used for heavy lathes, say from 36-inch swing 
and larger. This method of locating them prevailed in the use 
of the forms shown in cross section at A, B, and C, Fig. 39. 

As still stronger and more rigid beds were called for, the braces 
were placed at an angle, generally crossing each other, and of the 
form and proportion shown in plan in Fig. 41. In this case it was 
usual to use the forms shown in cross section at B, C and D, Fig. 39. 
The angle at which these were set was varied by different builders, 
that here shown being 45 degrees, and the most usual angle used. 

In Fig. 42 is shown a plan of the- ideal bed, a cross section of 
which is shown in Fig. 38. These cross-braces are made of the 


LATHE DESIGN: THE BED AND ITS SUPPORTS 83 


sectional form shown in Fig. 39, at E, and are placed at an angle 
of 30 degrees with the side of the bed, and in the illustration the 
spaces between the walls of the braces as well as the bed are shown, 
and also the proper spacing from the head end of the bed. It 
will be readily seen that such a form of casting insures great stiff- 
ness and rigidity and guarantees the casting against torsional 



Fig. 41. — Angular Bracing with the Cross-Ties. 


strains, as well as against unequal strains as the casting is cooling. 
As a matter of design in pro\dding a rigid bed this form seems to 
realize all the desirable qualities that leave nothing more to be 
desired. Yet it is possible that in the continual development of 
the lathe, better methods and stronger beds wdU be brought out, 
for what we consider to be of ample strength to-day may be 
relegated to the scrap-heap a dozen years from now. 



Fig. 42. — Ideal Manner of Arranging Angular Bracing with Cro®-Ties- 


The form of the “track” or upper portion of the lathe bed has 
much to do with the form and strength of the carriage which it 
supports. In the early form of wooden beds, with two V^s formed 
from wrought iron bars set upon edge and chipped and filed to 
the inverted V form, with the head-stock, tad-stock, and carriage 
all resting upon them, the carriage had, of necessity, to be made 
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with scant bearing on the V’s, that is, very narrow, measured 
along the length of the bed, as it could not pass the head-stock and 
the tail-stock as the "wings” of the carriage do in the later forms 
of bed with four V’s, or their equivalent. Consequently, the head 
center of the lathe had considerably more “overhang” than it has 
at present, in order to permit the tool to be worked up near the 
lathe center; and the same was true of working up closely to the 
tail-stock center. 

With the advent of east iron beds four V’s were usually pro- 
vided for. Whether the idea of four V’s came in with the ’ cast 
iron bed is not certain, as it is entirely possible that some ingenious 
machinist fitted the wi-ought iron strips, not only to the inside but 
to the outside of the two wooden beams composing the bed, and so 



Fig. 43. — A Carriage on a Bed with Inside V’s. 


accomplished the same results as to providing a "wing carriage,” 
capable of passing the head-stock and the tail-stock as we have 
them to-day. 

The lathe bed with four V’s and the carriage suitable for it is 
shown in Fig. 43, by which it will be seen that the portion of the 
carriage coming over the inside V’s at A must be cut away so as 
to clear them entirely, as the carriage must rest wholly upon the 
outer V’s. The necessity for this cutting away to clear the inside 
V’s is a source of weakness to the carriage, and the only way to 
compensate for it is to make this part of the carriage broader, 
which does not add much to its strength, or to make it deeper, which 
lessens the capacity of the lathe by decreasing its possible “swing 
over the carriage.” 

In Fig. 44 is shown the effect when the inside V’s are omitted, 
and the carriage at A may be made of much greater strength with- 
out raising its top line so as to decrease the swing over the carriage. 
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It is clear that so far as the conYenience of design and the strength 
of the carriage is concerned this form of bed is preferable to the 
one having four There is one disadvantage, however, which 
occurs in fitting the head-stock and the tail-stock to this vertical 
inner surface of the track” at B, B. The head-stock, being fixed 
to the bed, ma^' be tightly fitted and remain so, but the tail-stock. 



Fig. 44. — A Carriage on a Bed when Inside 
V’s are Omitted. 


from its being a movable part and frequently run back and forth, 
will in time wear sufficiently to throw its center out of line with 
the center of the head spindle. This disadvantage may be obvi- 
ated by making these vertical surfaces B, B, slightly inclined. 

This inclination to the inner surfaces of the track of the bed is 
shown in Fig. 45, which gives the form of a carriage when designed 
to fit the ideal form of bed shown in Figs. 38 and 42. In this case 



Pig. 45- — Fonn of Carriage for IdeaJ Form of Bed. 


the full strength of the carriage is maintained and a second support 
is furnished it inside of the outer Y at the front and back by 
the contact of flat, horizontal surfaces in the place where the inside 
V would be in the form of bed having four V’s. This construc- 
tion shortens very much the “span” of the carriage between 
supports and eonj^uently renders it much more stiff and rigid. 
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aTaplifig it ti.) iiiueh more severe strains in hea\y work than either 
style ijf earriage preceding it. In fact it is the strongest carriage 
now Liiomi], in pro{:)ortion to its weight. 

The form and pro|>ortions of the lathe bed ha\dng been duly 
eniisidereii, its different component parts illustrated and described, 
and detail matters criticised and commented upon, the next 
part of the lathe to be tlealt with w’ould naturally seem to be the 
legs, eabinets, or like supports upon which the bed is to rest. 

The iLsual height of the centers of a lathe from the floor is about 
43 inches, anil in designing lathes this height is maintained without 
reganl to the capacity or skiing of the lathe until its swing becomes 
so large that with the bed resting on a properly built foundation on 
a level with the floor, it becomes necessary to raise this height 



sufficiently to obtain a bed of proper depth and a head-stock of 
sufficient swing to meet the requirements. 

Therefore the smaUer the capacity of the lathe the higher wiU 
be the legs or other supports imder the bed. 

In the early style of wooden beds, these supports were simply le^ 
of square timber bolted to the bed and either vertical or spread out 
at the floor, according to the notion of the builder. When cast iron 
be* canie to be used the le^ were also of cast iron and of rather 
fml design. Later, when the necessity for more rigidity was found 
desirable, not only the beds but their supporting legs were made 


In a shop near Boston was found a lathe provided with an ex- 
Miple of the earlier form of east iron legs strengthened by cast iron 
braces as shoi^m at A, A, A, A, Fig. 46. The lathe was 12-inch 
swing and of the hand lathe pattern, with a wooden cone puUey 
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on the spindle, probably built about 1840. The legs were quite 
Mght, the different members being about | inch thick and 2 inches 
wide. The braces were of the same dimensions and secured at the 
ends by ^-inch ^^tap bolts” of the old square-head style, the ends of 
the braces being thickened somewhat to accommodate them. 

How^ this lathe happened to endure the wear and tear of shop 
use for so many years without the legs being broken is a mystery. 
Their fraH and slender appearance beside the modern deep bed, 
supported by hea\^ cabinet legs, is an object lesson in the practical 
evolution of the American lathe. 

With the continually increasing weight and rigidity of the lathe 
beds to meet the hard service of modern shop methods and high- 
speed steels, first represented by the Mushet tool steel, it became 
necessary to furnish much better supports for the lathe beds, and 
the fact was apparent that these supports must extend for a greater 
distance along the length of the bed than the older form of legs ever 
had. At this time there were several of the different machine tools 
supported on a cupboard base,” or a base of rectangular form 
having a door giving access to its interior for the purpose of stowing 
away tools, change-gears, wrenches, and like articles. This form 
of base was prominently used in the Universal Milling Machine. 
Whether the cabinets” for supporting a lathe bed wrere suggested 
by this use of them or not does not appear, although it seems prob- 
able. We know that wooden cupboards had been used under 
lathes, being fastened to the legs and used for the same purposes as 
the cabinets or cupboards formed in the bases or, as sometimes 
called, the standards” or columns of the later machines. 

At the present time a number of lathe builders still use the old- 
style legs, made heavier and with the material better distributed 
for strength, and, as a rule, the top pmrtion of the leg extending 
farther along on the under side of the bed for the purpose of giving 
better support. 

It is also the case that the cabinet form of bed supports is used 
more upon expensive lathes, such, for instance, as those designed 
more particularly for tool room and precision work. For turret 
lathes and screw machines they are also much used, and are often 
cast as an integral portion of the l^d itself instead of being made os 
a separate piece and bolted on. 
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I'libiiiet <iipjM>rt^ f«r lathe l)eds! are made in various forms by 
tile ■S'veral builders, some of which will be illustrated in this chapter. 
The>e will lie such as have some general features common to nearly 
all Ilf them, and in adilition a few of the forms having special 

featiire^, 

Tlie eorreet principle governing the dimensions of cabinet 
snffcirts >hoiilil properly understood. Ob\riously, the reasons 
for substituting cabinets for the earlier form of legs was to obtain 
a kilter siip|K}rt. It was certainly possible to so design the leg as 
to amply support the weight of the lathe and all that could be put 
upon it by way of work to be done by it. The disadvantage 
wm that a leg placed at each end of the bed and extending only a 
short distance along under it left a long stretch of bed with no 



support at all. This necessitated “center legs and, in a long lathe, 
two or three of them. Under these conditions it was a diflBcult 
matter to so ^t up a lathe that these center legs should all sit 
kvel and sup{x>rt the bed in a correct, level, straight line. 

Th^ tlifficulties are in a great measure avoided in the lathes 
pro^dded with cabinet supports. In Fig. 47 the effect of the old- 
style legs is ^n. Attention is called to the fact that the head- 
Btmk is only supported by the leg at the outer end, while the point 
at the front Joumal where the heaviest weight comes has no sup- 
p>rt whatever from the leg. The same may be said in a lesser 
degree of the rear end, where the tail-stock has only partial support 
in a similar manner. And when the tail-stock is moved out of its 
extreme rear |X)sition the case is much worse and identical wdth 
that of the head-stc«k. This condition wdU, of course, necessitate 
the ii« of a center leg, which if not supported upon the floor or 
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foundation in a perfectly correct position will do as much harm as 
good. If it is too low it will be of no benefit since the center of the 
bed may sink under the weight, and strain of the work upon the 
^ carriage. If it is too high the lathe will be thrown out of line. 

In sharp contrast to these conditions is the bed shown in Fig- 
48. In this case the front cabinet is of a length on the l^d equal to 
the length of the head-stock, hence the front bearing of the head 
spindle has a support of solid iron down to the foundation, or floor 
upon which the cabinet supports rest. The tail-stock is similarly 
supported by a cabinet occupying the distance equal to its length 
upon the bed. An argument in favor of this method of sup- 
porting the bed is not necessary as the conditions are self-evident. 



But there is still another reason why the cabinet support is 
the more rigid, and that is the fact that with the long distance on 
the hed to which the cabinet is firmly and solidly bolted comes 
additional stiffne^ and rigidity, not only in a vertical direction for 
sustaining weights, but also to withstand the torsional strains to 
which every lathe bed is subjected, and w’hich are multiphed rapidly 
as we load the lathe with heavier work, take heavier cuts, and use 
high-speed tool steel, by which much greater speed may be used. 

The next matter to be considered is the form of the cabinet, 
although this is a secondary consideration, the first being that w’e 
have the cabinet and that it reaches out under the bed to the prac- 
tical length as shown in Fig. 48. 

For small lathes, say from 12 to 20-inch swing, the cabinet is 
frequently made nearly square While this is wrong in theory, as 
has just been explained, it is an improvement upon the old-style 
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1- j. 1'1>" iiuin in Fig. 4s is substantially that used by 

A' Miipliy in their sinaller lathe. Its peculiar feature is 
ti.t‘ ^:^rL*:*}n vt^rtiral end walls, without projections at the base, 
\\ L:> iht* Tvc^il'dT pnijeetiijii is made in the front and the rear. This 
I'^rin 1- te\|«/ii>ive in its |)attern work and soniew’-hat easier to 
h:it it- appearance is not as good as the one show^n in Fig. 50 



Sl Shipley Cabinet 
for Smiill '’l.a.tbes. 



Fig. 50 . — Ideal Form of 
Small Lathe Cabinet. 


which has equal projections on all four sides and at the top and 
bittoiiL thus giving it a more symmetrical appearance. It may 
have only three sides enclosed, the side "walls turning the corner 
for only an inch or so, and this side be placed underneath the lathe 
l)ed, as is now <ione by some of the builders. But as this cut-aw^ay 
fx>rtioii would come directly under that point of the head-stock 
miiere the most support is needed, it is of doubtful utility to cut it 
aw’ay, or to retiuce the support of solid iron at this point. 



Fig. 51. — Cabinet and Cupboard. 

Lathes for light work, of 12 to 18-inch swing, may be supported 
by 'tjuare cabinets, but if for heavy duty and continuous hard 
w.irk the cabinets should be conaderably longer than they are 
wide anti support the bed as shown in Fig. 47. 

In Fig. 51 is shown a form for head and tail cabinets, or “Cabinet 
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and Cupboard/^ for mediuni-sized lathes, say from 20 to 2S-mch 
swing. These answer the conditions as represented in Fig. 48, and 
are not excessively expensive. They also furnish one closed cabinet 
and an open cupboard, both of which are available for storing tools, 
gears, and similar articles. The arcbod opening at A affords a 



Fig. 52. — The Lodge & Shipley Form of Cabinet 
for Large Lathes. 


convenient space for introducing a lever or bar for the purpose of 
moving the lathe. This arch should be placed in the cabinets of all 
but the smallest ones, and even in them a small arch suitable 
for the use of a crowbar will be found convenient. 

In either of the styles of cabinets shown the shelves may be 
cast in, but the usual method is to cast strips upon which the ends 
of wooden shelves may rest, thus making not only the pattern, 
work but the foundry work more simple and economical. 



Fia. 53. — The Hendey-Norton Form of Cabinet 
for Large Lathes. 


In Fig. 52 is shown the form of cabinet used by Lodge & Shipley 
for large lathes and which gives an excellent support to the bed and 
its superstructure. 

In Fig. 53 is shown a similar cabinet used by the Hendey-Norton 
Company, differing from the last one in having the inner end cut 
away. This cabinet does not, of course, admit of the introduction 
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of shelves. In the larger lathe, say from 30 to 40-inch swing, inclu- 
sive, doore are not usually proncled, as the height does not admit 
of it. Above 40-ineh swung the bed usually rests directly upon the 
foundation. 

The cabinets here shown are given simply as examples, but 
they give a good idea of the forms used by most of the modern 
lathe builders at the present time, and the reasons for their con- 
tinued and enlarged use. It is altogether probable that the future 
will witness an increase rather than a decrease in the use of the 
cabinet for supporting machines of all kinds where it is possible 
to introduce them, on account of their great rigidity in proportion 
to the weight of cast iron used, as well as the fact that they furnish 
a safe and convenient re ^eptacle for tools. 


CHAPTER V 


LATHE design; THE HEAD-STOCK CASTING, THE SPINDLE AND THE 

SPINDLE CONE 

Design of head-stock for wooden bed lathes. Early design for use on a cast 
iron bed. An old New Haven head-stock. The arch form of the bottom 
plate. Providing for reversing gears. The Hendey-Norton head-stock. 
The Schumacher & Boye head-stock. The Le Blond head-stock. The 
New Haven head-stock. The arch tie brace of the new Hendey-Norton 
design. Generalities in describing a lathe spindle. Designing a spindle. 
Governing conditions. The nose of the spindle. Spindle collars. Proper 
proportions for lathe spindles. Large versus long bearings. Design 
of the spindle cone. 

The subject of lathe design is continued by the consideration 
of the design and construction of the head-stock, which in some 
respects is the most important part, and with it and the parts which 
go to make up the complete head-stock, the most important 
group of parts in the lathe. 

In the earlier form of lathes this piece was, like most of the 
other parts, simple and crude in design as well as in the workman- 
ship bestowed upon it. It generally consisted of a base and the 
two upright ends in which provision was made to receive the boxes, 
and when wooden beds were thought sufficient for a lathe a strip 
was added beneath that filled the space between the two timbers 
forming the bed. Such a design for a head-stock is shown in Fig. 
53, which is taken from an old lathe that did many years’ service in 
a general repair shop. It will be noticed that the housing for the 
spindle boxes do not have square edges, but are of V-shaped form. 
They were finished with a file only and the boxes made of cast iron, 
filed to a fit and fined with babbitt metal which was said to have 
been poured around the lathe spindle after it was finished, set in 
place, and lined up as well as might be with the crude appliances 
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at hand. The top portion of the boxes were held down by a straight 
bar cap with two holes which fitted over fixed threaded studs 
that had east into the head-stock for this purpose. 

Tlie kthe was devoid of a back gear and the spindle carried a 
three-step cone, the largest part of which was as large as was possible 
to get into the head, and a belt quite wide, considering the power 
then thought necessary to drive a lathe carr3dng the diminutive 
cMp which was considered proper for a lathe to take at the time this 
lathe was in use. 

Later on, when the cast iron bed w^as adopted and when back 
gears were added to the lathe, the requirements of additional 
strength were recognized and not only the base plate, but the up- 



Fig. 54. — Early Form of Head-Stock for Wooden 
Lathe Bed. 


rights or housings at the front and rear end, were made thicker and 
heavier. One of these head-stocks is shown in Fig. 54, which 
^ves a good general idea of the form of the casting and shows also 
a strengthening brace A. While it would seem at first thought 
more necessary to brace the housing of the front box than that 
carrjing the rear journal, it should be remembered that the latter 
must withstand the strain of the thrust” or endwise pressure of 
the spindle due to holding work upon centers, and the pressure of 
drilling work, one end of which is held in a chuck and the other in 
a center rest, and similar kinds of work. WMle in the modern 
lathes this thrust device is usually a part of the rear box, the earlier 
method was to fix two studs in the rear of the head-stock, one in 
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each side of the real’ box and on a horizontal line with it, and across 
these to fix a strong bar carrying an adjustable thrust screw for 
taking the end thrust of the spindle. The details and design of 
this important device will be taken up further on. 



Fio. 55. — A Later Form of Head-Stock with Back 
Ocars and a Strengthening Brace. 


In Tig. 55 is shown a peculiar form of head-stock upon an old 
lathe in one of the older shops in New Haven, Conn. The lathe 
was broken up for old iron after an indefinite period of idleness. 
It was of about 16-inch swing and the various members of the head- 
stock were about one and one-half inches square. The bed of the 
lathe, and the legs which supportetl it, were of cast iron and very 
much like those shown in Fig. 46. The head was provided with 
back gears of very light design and the lathe had a lead screw and 



feed-rod adapting it for thread cutting. It was undoubtedly con- 
sidered a proper engine lathe “in its day.” 

The next form of head-stock which followed that shown in Fig. 
54 seems to have been of the form shown in Fig. 56. In this case 
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the base of the casting was raised in arch-like form and the under 
side recessed to the same form so as to maintain an equal tliickness 
of metal throughout. This form seems to have been a favorite one 
and many lathes were built by various makers with substantially 
this form, the variations from it not being of sufficient importance 
to justify a further classification. 

As yet the housings had not been made thick enough to suggest 
coring them out in order to save iron or for the purpose of avoid- 
ing unequal contraction of the metal upon cooling after casting, 
by making all members of the casting of as nearly an equal thick- 
ness as possible. Of late years these points have received much 
attention and study by the designers of machine tools, and rightly 



Fig. 57. — One of the Older Favorite Forms of 
Head-Stock. 


so, as their importance was to a large extent overlooked in the 
earlier designs, the reason probably being that all castings were 
made so much lighter and had much less strain to withstand in the 
regular service to which the machine was put. 

In Fig. 57 is shown a modification of the arch form shown in 
Fig. 56, which has for its purpose the strengthening obtained by 
the rib A in Fig. 54, only in a better form, as the method is “cored 
out,” or formed with a “green sand core” under the head-stock, so 
as to provide for an equal thickness of metal over the entire base. 
This raised portion could be introduced quite conveniently as the 
small end of the spindle cone was located over it, thus insuring 
ample space for building it up. 

In the examples thus far shown of lathe heads the feed gears 
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were located outside the housings, except in the case of that shown 
in Fig. 55. As the change came to be made of locating “tumbler 
gears,” or reversing gears, inside of the housing, it naturally fol- 
lowed that the metal of the head-stock base must be cut away 
under that part of the main spindle upon which was fixed the 
spindle gear or feed gear from which the feed mechanism was 
driven. This was the case for perhaps fifty years, and at the present 
time, now that reversing devices are constructed as a part of the 
apron mechanism, the feed gears may be placed outside of the 
housing, although some good builders still keep it inside and con- 
nected in practically “the same old way,” even if the “yoke gears” 
or reversing gears are omitted. 



Fig. 58. — Another Form of Strengthening Brace. 


When reversing gears were thought necessary to be upon the 
inside of the housing, a hole was cut out for them in the raised 
arch A, Fig. 57, and this practice was followed in any head-stock 
having this or a similar obstruction to these gears, and provided, 
of course, that they were to be located inside of the rear housing. 

One of the recent modifications of the above form is that shown 
in Fig. 58, which is a type of the Hendey-Norton manufacture. 
The central figure is a front elevation with the sectional form indi- 
cated by dotted lines. The figure at the left is a rear end elevation 
with the internal form on the line A, A, of the central figure, while 
the figure on the right is a similar elevation of the front end with 
dotted lines showing the section on the line B, B. 

It will be seen that the portion of the base on the line A, A, is of 
arched form, somewhat as shown at A, Fig. 57, while the form at 
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the line B, B, is of an inverted arch, or as frequently called by the 
shop men a '^pig trough” shape. This latter form enables the 
metal to be carried higher up at the front and back while the center 
is depressed to give proper clearance for the larger steps of the cone 
and the face gear. At the lowest part of this depression there is 
usually an opening through which oil may drip so as not to collect 
inconveniently at this point. The arch-like form near the rear 
housing adds very much to the strength and rigidity of the casting. 
It will be noticed that in this design the main spindle boxes are 
not ^^capped in,” that is, held down by removable caps. More 
will be said of this peculiarity in describing boxes and spindles. 

The cores beneath the base are carried up into the housings in 
many of the modern head-stocks as far as possible, and still leave 
ample support for the boxes and spindles. The advisability of 



this method of lightening the weight of the casting is still an open 
question among machine tool designers who have endeavored to 
avoid unequal strains in the shrinkage of castings by making all 
members of as nearly equal thickness as possible. Sometimes this 
idea is carried too far and the result is liable to be that of sacrificing 
the necessary rigidity to prevent vibration, in the effort to follow 
out the ideal as to strains. 

Fig. 59 shows a head-stock in which the inverted arch form is 
continued the entire length between the housings, but is carried 
upon a curved line as shown and forms a very graceful curve. The 
three figures are arranged the same as those comprising Fig. 58. 
The height of the curve might be greater at the line A, A, as will 
be shown in some others further on in this chapter, and the strength 
of the casting considerably increased. 
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This form is used with few modifications to adapt it to the diam- 
eters of driving-cones, the nature of the back gears and the feed 
gears and similar conditions that tend to somewhat alter the 
construction outlines of its design. This form seems to be a favorite 
one with designers, since among all the different builders and 
the variety of designs there are more builders using this form 
than all the others put together. 



Fig. 60. — Form of Head-Stock built by a Majority of Lathe Builders. 


While the above form of design carries a reversed curve for the 
top of the base, the form used by Shumacher and Boye, shown 
in Fig. 60, is of a single curve from rear to front housing and the 
inverted arch in its transverse sectional form. In this design the 
front and back is carried high up near the rear housing and com- 
paratively low down near the front housing. 



This is a design of much strength and rigidity in proportion to 
the weight of the casting, the metal being well distributed to resist 
heavy strains in the operation of the lathe. 

The Le Blond type is shown in Fig. 61. In this we have a 
straight line at the back and front, with a modification of the re- 
versed curve and the combination of the arch proper and the in- 
verted arch as shown in Fig. 58. The form is pleasing to the eye, 
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and the strength of the casting is quite sufficient for the require- 
ments. In this case the housings are made of ample width, 
especially the front one. They are cored out inside so as to 
have substantially an equal thickness of metal at nearly all parts. 

The New Haven type of head-stock is shown in Fig. 62. In 



this case the inverted arch is used all the way through, but it is 
upon straight lines, that form a cross section at A, A, continuing 
straight and on a proper incline to a point near the line B, B, from 
whence it is horizontal. 

This design gives great strength, and with the proper propor- 
tions and thickness of metal throughout it is as rigid as it is possible 
to design a head-stock. The housings are unusually thick and cored 
out underneath as shown by dotted lines. 

The design shown in Fig. 63 is by Hendey-Norton, and is prac- 



tically the same as that shown in Fig. 58, except for the arched 
brace C, from the front to the rear housing, effectually tying 
them together and thus adding considerably to the rigidity of the 
spindle-bearing boxes, which is always an excellent point to be 
considered, ^ 

The fact that these housings are solid, that is, not held by separ- 
ate caps, permits the addition of this very strong brace, which could 
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^ot be efficiently added to a head-stock whose boxes are held in by 
^ separate cap. 

While this idea is now quite common in the design of milling 
^^lachines, it has not been applied to the head-stocks of lathes by 
^iny builders but these so far as is known. 

There are many classes of work in which a head-stock so braced 
'^ould be very valuable, as its strength and rigidity is much increased 
it and the strain and vibration is considerably reduced, which 
lias the effect of increasing the efficiency and also the life of the 
^"xitting-tools. This question of increased rigidity and the impor- 
tii.nce of obtaining it has received much attention in the past few 
Shears, and the result has been the constant increase in the pro- 



jDortions and the weights of all parts of metal-working machinery 
"wbich form the supports of cutting-tools or their intermediary 
J3a.rts. It is altogether probable that in this increase in weight the 
limit has not been reached, but that it will continue in years to 
oome, although not perhaps in the same proportion that it has dur- 
ing the last decade. The use of high-speed steel will, doubtless, 
be extended to other uses than at present, and its price will be 
xxiaterially reduced, thus increasing the amount used and conse- 
quently demanding stronger machines and more power to drive 
them, so as to continually reduce the cost of the product by reduc- 
ing the time of machine operations. 

Having designed a good head-stock with ample proportions in 
general, the metal so distributed as to withstand not only the 
^trains to which it will be subjected in performing its appointed 
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functions, but with proper considerations for the changes which 
will take place in the process of casting and cooling, and not for- 
getting that eastings will change their form more or less for weeks 
after being cast, our next concern will be the spindle. 

It is not enough to say, as catalogues sometimes do, that "the 
spincDe is of hammered crucible steel of large diameter and runs 
in hard bronze boxes.” This may all be relatively true and yet it 
may be neither properly designed or properly constructed for the 
uses to which it is to be put. 

To design a lathe spindle we must consider the work it has to do, 
the points at which it will be supported, the points where it must 
support the material that is to be machined, and the parts with 



which it is loaded and which become a part of its attendant mech- 
anism ; not only these points, but others that are equally important,— 
the torsional strains to which it will be subjected in performing its 
regular functions, and which include that of driving the piece 
to be turned, of the strains of the cone when driving direct, or 
the back gears or triple gears when they are in action, and of the 
feeding mechanism which derives its motion from the rear end of 
the spindle. 

If we are to consider principally the weight of the face-plate 
and the material to be turned, which falls almost entirely upon the 
front journal, we should have the form of the lathe spindle as repre- 
sented in Fig. 65. In this case the front bearing would necessarily 
be very large and strong and with ample support. The rear bear- 
ing need not be a matter of serious consideration, as it is quite a 
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distance from the front bearing, while the weight of the face-plate 
or chuck carrying the work, or the center which supports one end 
of the work, if supported by this means, carries nearly all the strain. 
Therefore the rear bearing may be small and short as shown. 

Again, if the weight of the cone and its parts are to be prin- 
cipally considered, we should have a spindle more nearly conform- 
ing to the outline shown in Fig. 66, the rear bearing being larger 
and the front bearing smaller than is shown in Fig. 65. This would 
also be the case if the upward pull of the belt were a governing 
factor in determining the form and proportion of the spindle. But 
the fact is that the cone and its action upon the spindle, so far as 
its weight or the belt pull upon the spindle, while in reality a factor 



Fig. 66. — Form of Lathe Spindle when undue prominence 
is given to Cone Pulley. 


to be considered, as will be referred to later on, is not the prime 
factor by any means. Therefore we must recur to the form shown 
in Fig. 65 for the points necessary for the proper consideration of 
forms, the determination of the contour, and the proper propor- 
tions of the lathe spindle. 

This view of the case leads us to the choice of a medium between 
the two extremes presented and an ideal form as shown in Fig. 67, 
wherein the conditions governing both the former examples are 
properly considered and met. 

There is one more condition to be considered, however. This 
is the upward or lifting tendency supposed to exist by reason of the 
cutting-tool forming a fulcrum, which, in connection with the cir- 
cular motion of the piece being turned, tends to lift the spindle in 
the front box and so throws an upward strain on the cap over the 
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front journal . This tendency is represented in Fig. 68; wherein 
the arrow shows the direction of the belt and revolution of the 
material being turned. It is doubtful; however; if this point is of 
much importance; particularly in a lathe properly designed as to 
the dimensions and weights of its partS; especially of the spindle 
and its appendages. 
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Fig. 67. — Ideal Form of Lathe Spindle. 

Taking all these matters into consideration we shall find that 
the proper proportion and design of the spindle with the face gear, 
cone pinion, and the feed gear, will be substantially as shown in 
Fig. 68, leaving out of the design for the time being the special 



r iG. 68. The Ideal Spindle shown in Practical Form. 

form of journal oiling devices, the thrust bearing for the rear end 
and the special form of the nose of the spindle, which will next 
receive attention. 

As to the nose of the spindle. It is customary by many builders 
to cut the thread on the nose of the spindle nearly up to the collar; 
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against which the chuck-plate or the face-plate takes its bearing. 
It is a well-known fact that it is extremely difficult to accurately 
center such a plate upon a threaded portion of a spindle. As the 
purpose of the thread is simply to prevent the plate from coming 
off the spindle, it naturally follows that the length of this thread 
may be very much reduced without in any way reducing its capac- 
ity to securely hold the plate in place. It is also quite as evident 
that we can hold the plate perfectly true in its place and exactly 
concentric with the front bearing if we grind a portion of the nose 
of the spindle to a truly cylindrical form when we grind the front 
bearing and then fit a sufficient portion of the bore in the plate to 
this groimd surface. This may be accomplished by threading the 
nose of the spindle through only one third of its length, and grind- 
ing the remaining two thirds to which the chuck-plate or face-plate is 
fitted. This centers the plate accurately with the axis of the spindle. 
If the face of the collar is accurately ground, and the hub of the 
chuck-plate or face-plate fits fairly against it, there will be no diffi- 
culty when removing the plate of always being able to replace it in 
exactly its former position, perfectly true in the running of its face 
and perfectly concentric with the ground bearings of the spindle. 
Even the wearing of the thread will not effect its true running, 
since the only office of the thread is to hold it on, while the ground 
surfaces insure its trueness. This is 
shown in Fig. 69. 

In this connection it is noticeable 
that some manufactures omit the large 
collar on the front end of the spindle 
and furnish only a small shoulder on 
the spindle, due to the nose being some- Spmdle. 

what smaller than the front bearing, against which the face-plate 
or chuck-plate rests, and assuming that its close fit upon the groimd 
surface between this shoulder and the threaded portion will be 
quite sufficient for all purposes. This would seem to be an errone- 
ous view of the question as this comparatively small shoulder can- 
not possibly afford the support and rigidity that may be obtained 
by a collar or thrust surface of two or three times the area. It is 
true that as a matter of economy in furnishing the stock for these 
spindles the question favors the omission of the shoulder. But 
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as a matter of good design and proper shop practice it will hardly 
be disputed that the larger collar, forged on, is the proper design 
and construction. 

Referring again to Fig. 68, there are several points to which it is 
proper to call attention. The spindle boxes represented are of 
bronze and such as are now commonly used in good lathes. The 
formation of the front end of the spindle with its fixed collar formed 
in the forging is also the usual practice, except in some of the lathes 
of newest design and development, in which it is probably omitted 
as being considered an unnecessary expense. The thrust bearing 
is similar to that represented in Fig. 74, but an improvement upon 
it, since a hardened steel ring is interposed between two bronze 
rings, which render cutting well-nigh impossible. 

The cone pinion is made of machine steel and has a long sleeve 
forced into the small end of the spindle cone. While it is not good 
practice to run two steel surfaces together unless one is hardened, 
it is still perfectly practicable in this case as the pinion is of ordinary 
soft machine steel while the spindle is 50 to 60-point carbon crucible 
steel, which answers the conditions in practice and many lathes-are 
now built in this manner. 

The spindle is shown bored out, as a large majority of lathes are 
now so constructed and the demands of the customers require 
hollow spindles in nearly every instance when the lathe is over 
12-inch swing. 

The proportions upon which this design is made may be inter- 
esting. Using the full swing of the lathe in inches as a unit, repre- 
sented by A, the proportions of the spindle will be as follows : 
Diameter of the front bearing, A 5.7" 

Length of the front bearing, A -h 3.6" 

Diameter of the rear bearing, A ^ 6" 

Length of the rear bearing, A h- 4.5" 

Length of the nose of the spindle, A -h 6" 

Distance between bearings, A X 1.2" 

Diameter of bore through spindle, A ^ 10" 

In Fig. 70 we have a spindle of somewhat overgrown propor- 
tions, yet one of proportions advocated by an eminently practical 
mechanic who is said to have remarked that he “didn’t want a 
lathe spindle with a front bearing so many inches diameter and so 
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many inches long, but he wanted it with a bearing so many inches 
large and so many inches short by which we may readily under- 
stand his idea that a large and short front bearing was much better 
adapted to the work than one of medium diameter and extra 
length. 

Thus if we have a front bearing of 31 inches diameter and 5 
inches long, and we increase the diameter 50 per cent and reduce 
the length in the same proportion, viz., one third, we shall have about 
the same area of bearing surface, but we shall gain the advantage 
of bringing the driving-cone closer to the work, of shortening the 
whole length of the spindle, and of making the front end of the 
spindle much more rigid and better adapted to withstand 
the strain of a heavy cut on work of the usual diameters, and still 



Fig. 70. — Lathe Spindle with Extra Large Bearings. 


better when large facing work is to be done and the cut is carried 
out near the periphery of the largest diameter that can be handled. 

It does not follow, however, that the proportions of .the en- 
larged diameter of the front bearing need be carried all the way 
through, by which a spindle of unnecessary weight would be pro- 
duced, as practically all important advantages may be gained if its 
dimensions are as shown in dotted lines in the engraving. 

In Fig. 71 is shown the opposite method of designing a lathe 
spindle, that is, by making the bearings of the usual diameter, but 
increasing the length to a considerable extent. It is evident that 
while there are always certain advantages in increasing the dis- 
tance between the supporting boxes, there is an apparent tendency 
to weakness, or lack of rigidity of the spindle at the vital point, 
namely, the overhanging portion of the front end of the spindle 
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which supports the face-plate, the chuck, or the work as it bears 
upon the lathe center. 

As between the two designs of extra large bearings and extra 
Img bearings, the practical advantages seem to be in favor of the 
former. 



Fig. 71. — Lathe Spindle with Extra Long Bearings. 


The spindle cone should receive due attention. The method 
of introducing the cone gear sleeve into the small end of the cone 
has been referred to in connection with Fig. 68. The large end of 
the cone may have an inwardly projecting flange cast integral with 
it or made separate and attached by screws. In either case the 
locking bolt must be accommodated in it. Between this head and 
its bearing it should be well supported from the central (juill. This 
may be done by providing for four or more radial plates extending 
from the connection with the central quill under the smallest step 
to one half the remaining distance toward the large end of the 
cone, as shown in Fig. 68. 



In finishing the outside of the cone the rising steps should be 
faced up as shown in Fig. 72, that is, with the face cut back from 
A to tV ot an inch, according to the size of the cone, for the pur- 
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pose of lessening the friction on the edge of the belt. In cases 
where this relief is not given to the belt it is not an unusual con- 
dition to find the edges of belts running over cones, particularly at 
high speeds, to be turned up, the corners where the belt is joined to 
be distorted or worn away, and in a short time the belt well-nigh 
ruined. 

In purchasing lathes or other machines provided with speed 
cones, the purchaser should insist that the faces of the cones should 
be made as shown, as it is a matter of much importance in belt 
economy and belt efficiency. 



CHAPTER VI 


LATHE DESIGN : THE SPINDLE BEARINGS, THE BACK GEARS, AND THE 
TRIPLE GEAR MECHANISM 

Designing spindle bearings and boxes. Thrust bearings. The Lodge & 
Shipley form. Ball bearings. Proper metal for boxes. The cast iron 
box. Early form of boxes. The cylindrical form. Thrust bearings for 
a light lathe. Experiments with different metals on high speeds. Curved 
journals. The involute curve. The Schiele curve. Conical bearings. 
Adjustments to take up wear. Split boxes. Line-reaming boxes. Lu- 
brication of spindle bearings. The plain brass oil cup. The use of a 
wick. Oil reservoirs. Loose ring oilers. Chain oilers. Lodge & 
Shipley oil rings. Neglect of proper lubrication. Back gearing. Vary- 
ing the spindle speeds. Triple gearing. Theory of back gearing. Back 
gear calculations. Triple gear calculations. Diagram of spindle speeds. 
Faulty designing of back gears and triple gears. Four examples. A 14- 
inch swing lathe. A 19-inch swing lathe. A 17-inch swing lathe. A 
30-inch swing triple-geared lathe. Explanation of the back gear dia- 
grams. Essential parts of the triple gear mechanism. “Guesswork'' 
in lathe designing. Wasted opportunities. Designing the head-stock. 
Cone diameters. A homely proportion. The modern tendency in cone 
design. Proportions of back gears. Driving the feeding mechanism. 
Reversing the feed. Variable feed devices. Rapid change gear devices. 

Great care ought always to be used in the design of the bearings 
of the spindle and the boxes in which they run. To a great extent 
these determine the life and usefulness of the lathe, for with an 
improperly made spindle or poor boxes, either of design or quality 
of material, the lathe is soon worn so much out of true as to be prac- 
tically worthless. 

Mention has been made of the thrust bearing at the rear box. 
It is important that this should be well designed and constructed, 
as the quality of the lathe’s work, particularly face-plate and chuck 
work, depends upon its proper performance. 

One form is shown in Fig. 73, which is a style used for a number 
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of years on the New Haven lathes. It, consists of a hardened steel 
ring B, forced into an annular groove in the end of the hollow 
spindle A. The rear end of the bronze box C is extended as shown 
and tapped out with a fine thread. Fitted to this is the thrust 
sleeve D, whose forward end bears against the ring B. The sleeve 
D is adjusted by means of two slots (one of which is shown) cut 
across its face, and is held in position by the check-nut E. This 
device is much improved by the addition of a hard bronze ring, 
loosely interposed between the thrust sleeve D and the hardened 
ring B. The sleeve D was made of a steel casting, as was also the 
check-nut E, which had holes drilled around its circumference for 
the accommodation of a spanner for adjusting it. The device was 
very successful in practical use. 



The form of thrust bearing used on the Lodge & Shipley lathes 
is shown in Fig. 74, and is constructed as follows : Upon the spindle 
A is keyed the cast iron ring B. Next to this is a bronze washer C; 
next a hardened steel washer D; then another bronze washer E, 
which in turn rests against the faced end of the rear box F, which in 
this case is formed of the head-stock casting itself. 

While this is an efficient form of end thrust it has the disadvan- 
tage of occupying some space inside the rear box and consequently 
increasing the distance between the front and rear boxes, increasing 
the length of the head-stock by just its own width, or the space 
occupied by the cast iron collar and the three friction washers. 
Unless covered by a projecting portion of the casting, or by a 
special guard over it, there will be more or, less trouble on account 
of dirt working in between the washers. This, however, is easy 
to prevent by a proper design and construction. 
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Fig. 75. — Ball Thrust Bearing. 


The popularity of the ball bearing and its successful application 
to many different uses no doubt suggested it as a proper device for 
the thrust bearing of a lathe. It has been objected to in a lathe 
designed for fine work, on account of the possible influence of any 
slight vibration caused by the rajnd rotation of the balls, owing to 
any inaccuracy in their perfect spherical shaj)c or diameters. Yet 
the device is in apparently successful use on many lathes at this 
time. The construction is shown in Irig. 75. Upon the spindle A 

is fixed the collar B, having a ball- 
race cut in its rear side; as shown. 
Fixed to the end of the box, or the 
inside of the rear housing, as the 
case may be, is the collar C, which also 
has a ball-race formed in it, and set 
deep enough to form a sleeve which 
projects out over the balls and the 
collar B, so as to protect the balls 
from dirt. This thrust is open to one of the objections urged 
against the form shown in Fig. 74, namely, the space it occupies on 
the lathe spindle. 

It is entirely feasible, however, to place this (kwiee, or the one 
shown in Fig. 74, near the rear end, or evem at tlx^ c(mter of the rear 
box if so desired. In this location it would have the added advaiir 
tage of position for ample lubrication and absolute protection from 
dirt. 

There has been a great deal of discussion on the question of 
what is the proper metal, and what is the propei* form for a lathe 
spindle box. Any number of different metals have been used for 
this purpose, from cast iron at a cost of two and one half cents per 
pound to a fine quality of nickel-bronze worth thirty one cents 
per pound. 

It is an old and a true saying that with a good, true, and well 
finished journal, and the bearing kept free from dirt, always clean 
and well lubricated with good oil, a cast iron box is as good as 
anything that can be made. Every practical shop man of even 
moderate experience can cite instances of the excellent record of 
the old-time cast iron box, and the fact that it is still used by some 
of the oldest and best lathe manufacturers is certainly a strong 
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argument in its favor. But one condition is always insisted upon : 
it must be kept clean and free from dirt. It will not stand dirt. 
Under adverse conditions many bronze boxes withstand success- 
fully dirt, grit, and poor lubrication that would put the cast iron 
box out of business in a few hours. 

Of course it is assumed in all these remarks that the lathe 
spindles are made of 50 to 60-point crucible steel, and that they 
have been accurately ground, as this is the only method by which 
we can insure the perfect cylindrical form of the bearing that is so 
necessary to the successful operation of a lathe. 

The older form of designing the housing of the head-stock for 
the reception of the boxes was to have the opening at the head and 
rear end of square form and covered by a straight bar of cast iron 
or machine steel, secured at the ends by hexagonal headed cap 
screws. Later on it was found more economical to make these 
spaces circular and to have them bored out with a boring bar, the 
boxes being fitted to the circular opening and capped down, when 
the inner surface of the box itself was bored out and hand reamed. 

For small lathes, such as bench lathes and precision lathes, it is 
necessary to carefully exclude dirt as well as to have correct 
bearings, since a good, true bearing will not long remain so if ex- 
posed to dust and dirt or even to poor and dirty oil used as a lubri- 
cant. 

In Fig. 76 is shown a thrust bearing for a light lathe that is pro- 
vided with an adjustment on 
both the front and the rear side 
of the rear housing. This is 
done by providing the steel col- 
lars B, B, threaded to fit the 
spindle A, so as to allow adjust- 
ment at either end, and that one 
of these collars at each end shall 
act as a check-nut to the other, 
while the wear is taken by the loose bronze collars C, C, interposed 
between the steel collars and the face of the housing. 

The faced sides of the housing project to the front and rear a 
short distance, and this projecting part is threaded and has fitted 
to it the dust-caps D, D, which may be made of steel, as shown, 



Fig. 76. — Rear Bearing for 
Small Lathe. 
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but are frequently made of brass. They are bored to fit the spindle 
rather closely so as to more effectually exclude dirt. In sonic in- 
stances it may be advisable to place outside of the outer collar li 
a felt washer closely fitting the spindle, which will be an effectual 
means of insuring a clean bearing. 

If the thrust on the spindle is considerable, it may be well to 
interpose two washers so as to decrease the friction, and for still 
heavier thrusts we have always recourse to the plan of using a' steel 
washer with a bronze one on each side of it, which will in nearly 
every case be found sufficient even with a very heavy end pressure. 
In the case given in Fig. 76, it will be noticed that the spindle runs 
in a reamed hole in the cast iron of the head-stock itself. This 
has been so arranged purposely and forms a very good bearing 
when carefully protected from dirt. Such bearings may, of course, 
be lined with genuine babbitt metal or with brass, bronze, or any 
of the so-called “anti-friction metals.” 

In an extended series of experiments, the purpose of which 
was to ascertain the best materials for a shaft and a box running 
at high speeds, in this case 7000 to 8000 revolutions per minute, it 
was demonstrated that a hardened and ground tool steel spindle, 
ru n ning in a box of cast tin, bored, reamed, and scraped, would 
far outlast any of the dozen or more materials tested. The inner 
surface of the box soon took on a glaze that was nearly black and 
ve^ry glossy, and this was retained during over a year’s wear to the 
author’s personal knowledge, and probably much longer. In this 
series of experiments a steel shaft and steel box was ruined in less 
than an hour’s run. 

Hitherto attention has been 
directed to straight or cylindri- 
cal bearings, that is, those of 
the same diameter at both 
ends. Where a very accurate 
bearing is required, and one 
that will stand a great amount 
of wear and still maintain its 
correct alignment, the involute 
bearing shown in Fig. 77 is the 
proper form. About one half the length of this bearing may be a 
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straight Ihio, but conical, inclined two (l<'gr(‘(‘s froni tlu'axis. The 
remainder of the length has eitlus' an involute or (dliptic^ form to a 
diameter 60 per cent larg('r than the small end of the Ix^aring. Tlu^ 
involute form is pi'cferable, while the “!Schi(>l(^ curve” is, of course, 
the ideal contour. The sihndle is held in place by the collars U, H, 
threaded uixm the spindle A, and a bronze washer C, interposed to 
eliminate friction. Whiles this is th(H)r(d.ic.ally correct and (mtindy 
practieal)le, it is an expensive btfaring to make and to lit U|) in 
small numbers, and when sixicial tools ar(^ made for it (hey are (ex- 
pensive to maintain. 

For these reasons there was designed a sort of compromise 
form which is shown in h’ig. 78, 
and which is not subject to 
the disadvantages referred to 
above. The conical portion 
has an inclination of thrcee de- 
grees with the axis, and the 
angle at the large end is twenty 
degrees from a riglit angle with 
the axis. In I)ractic(^ it is much 
more economically made and Fkj. 78. — Conical Front Bearing, 
fitted and answers all conditions ruuirly as well. 

The arrangements for (,aking uj) wear are the same sis those 
shown in Fig. 77. In neither case is a thrust l)(>aring re(iuired at 
the roar box. In some respiicts, particularly in small lathns, this 

In Fig. 79 is shown 
another form of adjustiible 
iK'aring which, like the d(v 
signs shown in Figs. 77 and 
7<S, has the very important 
advantage of always main- 
taining the correct align- 
ment of the spindle. One 
of th(i difficulties of all spin- 
dles running in "sjdit 
boxes” is that tlu^ low(!r 
half of the box wears more than the cap and consequently the 


is considered the better practice. 



Fin. 79. — Adjimtablo Conical Front Bearing, 
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spindle is gradually but surely wearing lower. This is corrected by 
placing pieces of paper or very thin metal under the lower box. 
But as sufficient attention is seldom given to this point in keeping 
a lathe in proper condition, it is most unusual to find a lathe 
whose centers are in perfect ahgnment. 

In the present case the spindle A is cylindrical, that is, with no 
taper, and runs in a hard bronze sleeve B, which has a taper of two 
degrees on each side and fits closely in the taper reamed hole in the 
head-stock housing. This bronze sleeve is split through its length 
and arranged to be drawn into the taper hole by means of two nuts 
C, C, threaded upon its small end. One of these nuts acts as a 
check-nut to the other. Therefore the bronze sleeve may always 
be drawn as tightly around the spindle bearing as may be desired, 
and effectually held in that position. As the compression is the 
same through the entire circumference, the spindle will retain its 
central position and correct ahgnment even after a very consider- 
able amount of wear, and a new bronze sleeve may be readily fitted 
when the first one is worn out. This substitution is not only 
economical but the exact ahgnment is still preserved. 

It may be argued that this sleeve, like the split box, will wear 
most at the bottom. This is perfectly correct, but an occasional 
turning of the sleeve through a quarter or a sixth of a revolution, 
effectuaUy corrects this tendency. 

As shown in Fig. 79, this bearing is protected by dust-caps or 
rings D, D, which may stiU further be reinforced by the introduci- 
tion of felt washers. 

However these bearings are made and whatever care may bo 
exercised in machining and fitting the boxes or in securing a correct 
ahgnment of the circular or square receptacles in the housings for 
receiving the boxes, it will be found generally necessary and always 
safe and advisable to ^Tine-ream” the boxes after they are in place 
and securely clamped. This is done by fixing very carefully ground 
sheU reamers upon a perfectly true arbor or mandrel, and hand 
reaming both boxes at the same time. The previous diameters 
should have been made very close to the finished dimensions so as 
to leave as httle as possible to ream by hand. Really the cutting 
edges of the reamer should barely scrape out a very trifle of the 
metal. In fact, it should be rather a scraping than a reaming job. 
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but it will generally be found in j)raetiee that the rcuuiKu- will .se.rajKi 
a little harder in one place than in anotluu', nhowing the [jrac.tical 
necessity for its use. 

In the drawings illustrating the different forms of bearings and 
spindles the devices by which the journals are lubrie-atcal hav(^ been 
omitted so as not to confuse thc^ (piestion. Tlu; matter of luhric.a- 
tion is, howewer, an important one, and will lu^xt claim our atUai- 
tion. 

In many cases the s{)indle bearings are lubric-ahul by tiunins of 
a simple oil hole closed by a plug of brass. In others a short vcuticul 
tube is inserted and covered by a cap which entirely enc.loses it. 
In still others the “plain brass oil cup” is used, that is, a simple 
receptacle, usually urn-shaped, whoso top is closed by a cover 
screwing into it. Again, various patented devices are employed, 
ranging all the way through “good, bad, and indifferent,” whose 
object is to furnish easy access to the oil tube and to providci, in 
many cases, for the automatic (dosing of the oil tube or reservoir 
for the purpose of excluding dirt. 

An improvement upon the plain brass oil cup is shown in Fig. 80. 
This improvement consists in the intro- 
duction of a vertical tube A, whose 
lower end opens into the hole leading 
to the journal bearing. This tube is 
fitted with a wide B, whose lower end 
rests upon the journal C, and whosc^ 
upper end is (‘.oiled loosely about in 
the oil chamber. When the oil in tlu! 
reservoir is above the top of the tube 
the wick prevents the oil from i-un- 
ning down too rai)idly. When the oil 

is below the top of the tube the wick ,, , 

, . , , ,, . ,, I'lO. 80. — Siphon Oil (Jup. 

acts as a siphon and thus insures the 

lubrication of the bearing. 

The use of a wick is resorted to in the next example, shown in 
Fig. 81. In this case an oil reservoir is formed in the housing of 
the head-stock A, and a suitable opening in the form of a slot parallel 
to the axis of the spindle is cut through the lower box. Into this is 
fitted a flat wick B, or piece of coarse soft felt whose upjier edge 
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rests against the bottom of the journal C, and whose lower end is 
immersed in the oil filling the reservoir. Capillary attraction is 
depended upon for drawing the oil up to the bearing, although with 
oil at the height shown in the cross section, on the right of Fig. 81, 
the oil is gradually forced up to the under side of the journal. 



This plan has the advantages of keeping the journal and its 
lubricant free from dirt; of straining the oil so that any dirt it may 
contain will not reach the bearing; of providing for a quantity of 
oil so as to make frequent additions to the supply of oil unnecessary; 
and of furnishing a handy method of introducing a new supply of 
oil, by way of the hole D, closed by the stopper E. 

In large machines, using a con- 
siderable quantity of oil, a drain- 
age tube is pi*ovided through 
which the sediment and dirt may 
be gotten rid of when necessary. 
This tube is closed by a stopcock. 

This method of lubrication is 
very largely and successfully used 
in countershaft boxes, which, from 
their comparatively inaccessible 
position are very liable to be neg- 
lected in the matter of proper lubrication. 

The use of a loose ring for raising oil to the journal bearing is 
shown in Fig. 82. In this case a loose, flat ring B, of considerable 
larger inside diameter than the diameter of the journal C, is placed 
around it and allowed to hang down into the oil in a reservoir 



Fig. 82 . — Loose Ring Oiler. 
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formed in the head-stock A, similar to that shown in Fig. XL The 
revolution of the spindle is usually sudicuait to k('('p the ring in 
motion so as to draw up a suflieicnit su])i)ly of oil to luhricale the 
bearing. In this case, also, oil may l)c introduced through lh(^ hoh; 
I), usually closed by the stoppcT 10. One ring is sudicient for a 
bearing and is i>laced in the; center of it, the box or box lining ma- 
terial b(0mg groovcal out for this purpose. 

In Fig. Xd is shown a similar 
device to the; above, cx(‘.(^pt that a 
dat linked chain is used instead of 
a circular ring. It is obvious that e 
l)y lengthening the chain it will 

necessarily dip deeper into the oil ■ 

than a circular ring possibly could, ° .J- 

while the opemings iir tlm links of /t'M 
the chain will more rea<lily cai-ry 'P'-' '' 
up the oil than will a smooth ring 

devoid of openings or raiscul parts. Obmi Oilor. 

In both the al)ove cases an internal groove is cut in the insid(i of 
the journal box to accommodate the ring or chain, and an opening 
made entirely through at the bottom for the entrance of th(^ oil. 








Fid. — The Loose Chain Oiler. 



IiG. 84. -—The Lodge & Shipley Type of Oiler. 

A modification of the ring device is shoitn in Fig. 84, which illus- 
trates a type of lubrication used in the Lodge & Shipley lathes. It 
consists of a ring B fixed to the journal and having formed upon it 
four buckets G, G, G, G, opening in the direction of rotation, whose 
function is to dip up the oil as they pass through the reservoir and 
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to pour it over the journal as they successively pass over the 
highest point of their revolution. Suitable ducts distribute the 
oil length wise of the bearing and return it to the oil reservoir 
to be used again and again. Thus a positive provision is made 
for supplying the journal with oil, and the manufacturers assert 
that a spindle so fitted up will run for a month without a new 
supply of oil. The oil reservoirs are said to hold about a pint 
and the supply is introduced through the oil hole D, which is pro- 
vided with the glass tube F, closed by the stopper E, and through 
which the height of the oil in the reservoir may be observed 
through the opening cut in the metal surrounding the glass tube 
as shown in the engraving. 

The practical utility of such a means of lubrication is at once 
apparent, as the neglect of workmen to attend to the proper lubri- 
cation of lathe spindles, as well as many other parts of the machine 
where oil is necessary, is one of the most fruitful sources of lathe 
difficulties that occur. And a spindle that has been allowed to 
'^run dry^^ and its finely ground and polished surface to become 
cut and '^roughed up’’ is very difficult to ever get in as good working 
condition again as before this kind of abuse happened. 

The author has known of instances where the designer had pro- 
vided an oil reservoir which had been.filled when the lathe was being 
tested and which had operated well and lubricated abundantly. 
The lathe was shipped to a customer, set up and run, and in a few 
months the parts returned completely destroyed from lack of lubri- 
cation, the fact being evident that no oil had ever been placed in 
the reservoir when the supply first introduced, as above stated, was 
exhausted. Such neglect of the most ordinary precautions is a 
good illustration of the very poor shop conditions which still 
exist in some otherwise well-managed shops. 

The gearing in the head-stock of a lathe by which the speed of 
the spindle is varied is in general terms called the '^back gearing,” 
since the purpose of it is to ^^gear back,” that is, to reduce the speed 
of the spindle. 

There are three methods of changing the speed of the spindle, 
namely: by running the driving-belt on the different steps of the 
cone; by means of the usual back gearing; and by means of what 
might be termed a secondary back gear, or as generally termed the 
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“triple gear.” This is by some manufacturers of lathes called the 
'double back gear.” 

In Fig. 85 is shown a diagram of the driving mechanism of a 



Fig. 85. — Diagram of the Driving Mechanism of a Back Geared Lathe. 

back geared engine lathe. At the top of the engraving is shown 
the countershaft cone A, as this performs an important part in the 
changing of speeds. The spindle cone B runs loose upon the lathe 
spindle and is fixed to it at will by a lock bolt passing through the 
face gear C, which is permanently keyed to the spindle. Upon the 
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small end of the cone is fixed the cone pinion D, which meshes into 
the back gear E, which is fixed at one end of the back gear quill; or 
sleeve G, which carries at its opposite end the quill pinion F. This 
quill runs freely upon a shaft called the back gear shaft, which is 
provided at each end with eccentric bearings, and at one end a 
lever for operating them, by means of which the back gear quill (/, 
with the back gear E and quill pinion F, may be thrown out of 
engagement with the cone pinion D and the face gear C. 

The operation of the device is as follows: the cone B, rotating 
the cone pinion D at a certain speed, and the back gear E being 
engaged with it, will rotate the latter at a speed proportional to the 
number of teeth in the two gears. In this case the cone pinion 
D having 32 teeth, and the back gear E having 88 teeth, the ratio 
of their respective revolutions will be as 2f to 1 ; therefore, if the 
cone were running at 275 r.p.m. (revolutions per minute), the back- 
gear quill would run at 100. This speed is still further reduced by 
the quill pinion F and the face gear C. These two have respectively 
24 and 96 teeth and consequently a ratio of 4 to 1, so that th(^ 
spindle speed, by the introduction of the back gears and the witli- 
drawal of the lock bolt attaching the cone B and the face gear C to 
each other, will be reduced to 25 revolutions. 

Therefore, if we divide the revolutions per minute of the spindle 
cone by the ratio of the cone pinion with the back gear niultiplicul 
by the ratio of the quill pinion with the face gear, wc obtain t/he 
spindle speed. Or, in detail, in this case, 88-r32 = 2.75, and 
96 24 = 4, and 2.75 X 4 = 11, which is the combined ratio or 

the normal back gear ratio. In short, the cone speed divided by 
the back gear ratio will give the spindle speed, thus : 275 ~ 11 = 25. 

The various speeds given to the spindle cone by belt changcvs 
depend, of course, upon the porportions of the diameters of the 
various steps of the cone. When there are five steps on the coiu^, 
the central step on each cone is usually of the same diameter, and 
as the two cones are generally cast from the same pattern, so far 
as the outer shell is concerned, it is simply a question of reversing 
one so that the belt shall be on the largest step of one and the 
smallest end of the other, or the intermediate step above or below 
the central step. 

In the diagram shown the steps are respectively 20, 17, 14, 11, 
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and 8 inches in diameter, and the ratios as follows, viz. : 20 to 8 = 
2.5; 17 to 11 = 1.545. These ratios multiplied or divided (accord- 
ing as to whether the step on the countershaft cone is larger or 
smaller than the one used on the spindle cone) by the revolutions 
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Fig. 86. — Diagram of the Driving Mechanism of a Triple Geared Lathe. 

per minute of the countershaft will give the various cone speeds. 

Figure 86 is a diagram of the driving mechanism of a triple 
geared lathe. So far as the countershaft cone, spindle cone, and 
the back gearing are concerned it is identical with the mechanism 
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shown in Fig. 85, except that the quill pinion E is so constructed 
as to slide out of engagement with the face gear, and also that 
there is a third gear on the back gear quill G, namely the pinion 
H, which engages the gear J fixed to the triple gear shaft K, 
which also carries the internal gear pinion L, which in turn engages 
the internal gear M fixed to the back of the face-plate P, which is 
attached to the front end or nose of the lathe spindle N. 

The triple gear shaft K is adapted to slide endwise in its bear- 
ings, and to be retained in either position so as to bring the gear J 
and pinion L out of engagement with the pinion H and internal 
gear M when the triple gear is not in use. This position is repre- 
sented in the engraving by dotted lines. 

As the pinion H has 30 teeth and the triple gear J has 90 teeth, 
the ratio existing between them is 3. And as the pinion L has 20 
teeth and the internal gear has 200, their ratio is 10. Therefore, 
these two ratios multiplied together is 30, which multiplied by the 
ratio of 2.75, existing between the cone pinion D and the back 
gear E, produces 82.5, which is the triple gear ratio. It will be 
noticed that in this calculation the face gear C and quill pinion 
F are not taken into account, as they are not engaged when the 
triple gear is in operation. 

The following summary of back gear and triple gear, as well as 
cone conditions, is given for convenient reference: 

Cone diameters, 8, 11, 14, 17, and 20 inches. 

Countershaft speed, 140 revolutions per minute. 

Cone pinion, 32 teeth; back gear, 88 teeth; ratio, 2.75. 

Quill pinion, 24 teeth; face gear, 96 teeth; ratio, 4. 

Combined ratio, or back gear ratio, 11. 

Triple gear pinion, 30 teeth; triple gear, 90 teeth; ratio, 3. 

Internal gear pinion, 20 teeth; internal gear, 200 teeth; ratio, 10. 

Combined ratio of the triple gearing alone, 30. 

Triple gear ratio, including first back gear ratio, and as is usually 
given, 82.5. 

The spindle speeds, with the countershaft running at 140 r.p.m., 
are given in the following table: 







LATHE DESIGN: THE SPINDLE BEARINGS, ETC. 125 


Cone speeds Back Gears and 
Triple Gears not in use. 

Back Gear speeds; Triple 
Gears not in use. 

Triple Gear speeds, including 
first Back Gear. 

56.00 

5.09 

.690 

97.08 

8.82 

1.175 

140.00 

12.72 

1.696 

216.30 

19.63 

2.621 

350.00 

31.81 

4.240 


To graphically illustrate the spindle speeds the diagram in Fig. 
87 is given. The principal curve beginning at the bottom of the 
diagram shows the five cone speeds and the five back gear speeds, 
while the diagram at the top on a much larger scale gives the five 
triple gear speeds. From this diagram a good idea of the propor- 
tions and the regular progression of speeds may be obtained. 
While the progression of speeds shown are those proper under 
the circumstances, it will be found that there are many lathes in the 
market in which they are not realized, often, doubtless, owing to 
careless designing. In making this statement it is not meant that 
the slowest and the fastest obtainable speeds are not proper. It 
does not mean that the high speeds are not fast enough, since we 
can readily get a faster speed by speeding up the countershaft. 
In the same way we may obtain a slower range of speeds by reduc- 
ing the speed of the countershaft. 

But what is meant is that as between the three series of speeds 
known as cone speeds (or open belt speeds), back gear speeds, and 
triple gear speeds, there will be too much of a break between these 
divisions or groups, or there will be an overlapping of speeds so that 
one or two speeds of one group are very nearly duplicated in the 
next higher or lower. In this way a triple geared lathe of nominally 
fifteen speeds will give but thirteen practically different speeds. 
In the example given in Fig. 87 it will be noticed that the speeds 
rise in a very regular progression, the numbers up the sides of the 
diagram giving the speeds and those beneath giving the serial num- 
ber of the fifteen speeds from slowest to fastest. 

To illustrate some of the common faults in the designing of 
back gears, attention is directed to the four examples shown in 
Figs. 88, 89, 90, and 91. 

In Fig. 88, there is too much of an increase of speed between the 



Fig. 87. — Speed Curves of a Triple Geared Lathe. 


fastest speed of the back gear and the slowest of the cone speed. 
This amounts to a difference of 47 revolutions, as the former is 
48.9, and the latter 96. The entire range of speeds is : 
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Cone Speeds 


395 

234 

149 

96 


4.S.9 


Back. Gear Speeds 


29. 

18.4 


11.9 


The countershafl. runs 130 revolutions per minute. I'he back 
gear ratio is 8.08 to 1 . 

In this lathe a four-stop cone is used, thonifore giving only 
eight speeds. The latlie is a small one, the swing being 14 irudu^s 
and intended for light work and a comparatively fast range of 
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speeds. It will be noticed that the countershaft cone is consider- 
ably larger than the spindle cone, which is an unusual condition. 

In the next example a lathe having a five-step c.onc! is selected. 
It is a 19-ineh swing lathe and intended for mucli lu^avicr work 
and back gears having a much wider face, in fact 50 pcir c(int, while 
the pitch of the teeth is in al)()ut the same proportion. 

Figure 89 shows the driving inecihanism for this lathe, whose 
back gear ratio is 13.46 to 1, and whose countcrsliaft speed is 130 
revolutions per minute. 
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In this case the increase of speed between the fastest back 
gear speed and the slowest cone speed is 23.7, while the next speed 
below varies only 10 revolutions, which is a palpable fault in the 
caclulation of the speed progression. The following are the spindle 
speeds: 


Cone Speeds 


343.0 

206.0 

130.0 

82.2 

49.2 


Back Gear Speeds 


25.50 

15.30 

9.65 
6.10 

3.65 


For this size of lathe the highest and lowest speeds are as they 
should be, but the proper progression is at fault. 

Figure 90 is a diagram from a lathe of 17-inch swing and having 
a five-step cone, a back-gear ratio of 12 to 1, and a countershaft 
speed of 150 revolutions per minute. The same fault of too great 
a difference between the fastest back gear speed and the slowest 
cone speed is observed. 

The spindle speeds are as follows ; 


371.0 


Cone Speeds 


231.0 

150.0 

97.5 

60.6 


Back Gear Speeds 


30.90 

19.25 

12.50 

8 . 10 - 

5.05 


The difference above referred to is 29.7, while the next differ- 
ence below is only 11.35. 

The next example is of a 30-inch swing, triple geared lathe in 
which the speed calculations show an error only too common among 
lathes of this type. It will be noticed by reference to the engrav- 
ing, Fig 91, that the countershaft cone is considerably larger than 
the spindle cone, which is entirely unnecessary since the same object 
might have been secured by running the countershaft faster and 
the parts need not be so heavy or expensive. The questions of 
proportion and progression of speeds can be easily taken care of 
when both cones are alike, if the proper calculations are made. 

The countershaft speed is 110 revolutions per minute. 
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The back gear ratio is 15.23 and the triple gear ratio 57.74 to 1. 
The spindle speeds are given below ; 


Cone 

Speeds 


372.0 

24.40 

212 0 

13.90 

137.0 

g QQ Triple Gear 

gg ^ Speeds 

5 ;g 2 Speeds 

52.5 

3.45 


6.44 

3.67 

2.37 

1.53 

.81 


By reference to these figures it will be seen that the triple gear 
speed of 6.44 exceeds both the back gear speeds of 3.45 and 5.82, 
which renders them comparatively useless, or which makes the two 
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Fig. 90. — Back Geared 
Lathe, 10 speeds. 






06 O CC~ 

f] 



Fig. 91. — Triple Geared Lathe, 
15 speeds. 


higher speeds given by the triple gears of no effect in practical 
work. Otherwise, of the five triple gear speeds two are of no prac- 
tical use. 

Hence, we have a lathe provided with fifteen nominal speeds, 
which really has but thirteen. This point will be more readily 
appreciated by referring to the speed curve shown in the diagram, 
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senting the triple gear speeds is drawn to a scale ten times larger 
than the curve for the back gear speeds and the cone speeds. The 
object of this was to show more clearly the progressive increase of 
the triple gear speeds, whose continued upward tendency would 
properly join with those of the back gear if the latter were drawn to 
the same scale, which the dimensions of the page would not admit. 

The figures for these speeds are given on a previous page, to 
which the reader is referred, and a comparison with the speeds 
given in the last example is suggested. 



Fig. 93. — Triple Gearing of a Lodge & Shipley Lathe. 


In the diagrams of driving mechanisms in Figs. 85, 86, 88, 89, 90, 
and 91, the countershaft cone is shown above the spindle cone and 
the back gear and triple gear mechanisms below. This is so 
arranged for convenience in giving the relative dimensions and 
proportions of the parts. While it is the usual method to place 
the back gear device at the back of the lathe head-stock or in the 
rear of the spindle, it is not at all necessary that it should be so 
placed, and in fact, on some of the larger lathes, it is placed in front 
of the main spindle as a matter of convenience. 

The essential parts of the triple gear mechanism in connection 
with the usual back gears are well represented in the rear view of 
a head-stock shown in Fig. 93, in which the triple gear device is 
shown engaged and the quill pinion thrown out of engagement with 
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the face gear. In this case a clutch connection between the back 
gear shaft and the triple gear shaft serves to handle the pinions on 
both so as to be moved into and out of engagement at one and the 
same time, thereby running the lathe as a back geared or a triple 
geared lathe, by a very simple and convenient change. The design 
is of a lathe built by Lodge & Shipley. 

While it is not the intention of the author to assume to present 
in this work an exhaustive treatise on lathe design, for the reason 
that the scope of the plan is not extensive enough to permit it, 
and for the further reason that it does not seem necessary in view 
of the objects for which it is written, it does seem thoroughly in 
keeping with what is proposed, to give such facts as to some of 
the more important points of design as will serve as cautions to 
the designer, as interesting lines of thought to the machinist, and 
as information to the buyer of lathes. 

These have been the considerations governing what has been 
presented in relation to back gearing and triple gearing as well as 
dimensions of cone steps. 

There are several matters intimately connected with this sub- 
ject which seem to merit still further consideration. 

Any one who will take the trouble to examine, as the author 
frequently has, a lot of lathes in almost any machine shop and to 
make the most superficial calculations of their speeds, will be sur- 
prised at the amount of apparent guesswork’^ that has entered 
into their design. The speed curve shown in Fig. 92 is a case in 
point. Narrow-faced back gears without any calculations, so far 
as one may see, of the strain which they must bear; small pinions, 
whose teeth are soon ground away on account of the sharp angles 
of their action; a lack of proper proportion between cone dimensions 
and back gear dimensions; and many other similar faults. 

We have all seen lathes with a 3-inch vertical belt on a 5-inch 
cone, while the overhead horizontal belt driving the countershaft 
was 4 inches wide on a 15-inch pulley; when every mechanic 
knows that a horizontal belt will drive more than a vertical one, 
aside from the difference in the diameters of the pulleys being all 
in favor of the larger pulley. 

When we consider these questions we cannot avoid the conclu- 
sion that there have been many good opportunities wasted and 
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that the money spent for these machines should have produced 
much more really practical and useful machines than it has, and 
that they should have been capable of turning out a much larger 
output than we find them doing. 

In designing a lathe head-stock the triangle formed by the dis- 
tance from center to center of the inside V^s, as a base, and the 
lathe center the apex, should be an equilateral triangle. Sufficient 
material must be provided under the largest step of the cone and 
the face gear to give the requisite strength and rigidity. The 
large step on the cone should fill the remaining space with the 
exception of a sufficient clearance for the belt. The large diameter 
of the cone having been thus fixed the diameters of the other steps 
are a question of proportion, according to how many steps there are 
and what is to be the smallest diameter. It is common practice 
to make the steps of the spindle cone and the countershaft cone 
identical. This, on a five-step cone, will give a spindle speed 
(without back gears) equal to the countershaft speed when the 
belt is on the middle step. The spindle speed will be correspond- 
ingly faster or slower according as the belt is on the smaller or larger 
steps of the spindle cone, and in the same proportion as the cone 
steps are to each other. 

The cone diameters having been fixed the hack gear ratio must 
he made to correspond. We cannot have an arbitrary cone pro- 
portion and an arbitrary back gear ratio. Only one can be fixed, 
and the other must be arranged to correspond with it. 

A homely proportion, but one that will come out very nearly 
right in practice, in determining the proper width of face for the 
cone steps, will be one seventh of the swing of the lathe when no 
triple gears are used. If triple gears are used it is common practice 
to make the belt a trifle narrower. The present tendency is towards 
wider belts and it seems to be a very proper development made 
necessary by modern shop conditions and the use of high-speed 
steel tools. It is altogether probable that belts will be made wider 
rather than narrower in the future. 

There is also a tendency to make the differences between cone 
step diameters less, which gives a larger diameter to the smaller 
steps, and consequently more power in the driving mechanism of 
the lathe and avoids the necessity for very tight belts. 


134 


MODERX LATHE PRACTICE 


Ordinarily, the mdth of the face gear should not be less than 
eight tenths of the indth of the cone steps, and the width of the 
back gear not less than six tenths. Of course, the pitch of the 
teeth should be in proper proportion to the width of the face, and 
in the larger lathes the pitch of the teeth of the face gear should be 
one number coarser than that of the back gear. 

Usually the face gear has an outside diameter about equal to 
that of the largest step of the cone, but should not be larger. The 
outside diameter of the cone pinion should not be much smaller 
than the smallest cone step. These dimensions thus coming with- 
in rather narrow limits, the diameter of the back gears and that of 
the quill pinion Tvdll be governed by the ascertained or the arbi- 
trary back gear ratio. 

In order to avoid the interference of a large back gear with 
the desired form of the head-stock at this point, and to secure a 
sTOimetrical contour, the back gear shaft can advantageously be 
raised above the level of the main spindle. This is permissible 
to the extent of 14 inches on a 36-inch swing lathe. 

The method of transmitting the power from the spindle to the 
feeding mechanism, formerly done almost exclusively with a bcdt 
on cone pulleys, one of which was upon the head shaft (locatcMl 
below the spindle and driven by it through the medium of gears), 
and the other on the feed rod. The lead screw was, of coursc^^ 
driven by gears so as to obtain a positive motion. In inodc^ni 
lathes nearly all have gear-driven mechanism for both tlie rod feed 
and the screw feed. 

The former practice of reversing the feed in the liead-stocdc is 
now to a large extent abandoned, and this function performed at 
the apron, and is much more convenient to the operator. 

The mechanism for driving the lead screw in thread cutting and 
for a large range of feeds is now very popular and is accomplished 
wholl}"^ by gears with appropriate levers, shafts, and clutches. Those 
for chmng the feed rod are usually known as ''variable-feed (1(‘- 
wces and those for thread cutting are known as '' rapid change* 
gear devices.” ^ It is not unusual to find these conibined so that 
one set of variable-speed gears is adaptable to both fimctions. 

These devices will be considered further on in this work, and 
representative inventions for these purposes will be given. 


CHAPTER VII 


LATHE design: THE TAIL-STOCK, THE CARRIAGE, THE APRON, ETC. 

Functions of the tail-stock. Requisites in its construction. The Pratt & 
Whitney tail-stock. The Reed tail-stock. The Lodge & Shipley tail- 
stock. The Blaisdell tail-stock. The Hendey-Norton tail-stock. The 
New Haven tail-stock. The Prentice tail-stock. The Schumacher & 
Boye tail-stock. The Davis tail-stock. The American Watch Tool tail- 
stock. The Niles tail-stock for heavy lathes. New Haven tail-stock for 
heavy lathes. The Schumacher & Boye tail-stock for heavy lathes. The 
Bridgford tail-stock for heavy lathes. The Le Blond tail-stock. The 
lever tail-stock. The lathe carriage. Requisites for a good design. 
Description of a proper form. A New Haven carriage for a 24-inch lathe. 
The Hendey-Norton carriage. The Blaisdell carriage. The New Haven 
carriage for a 60-inch lathe. Criticisms of a practical machinist on 
carriage and compound rest construction. Turning tapers. The taper 
attachment. Failures of taper attachments. The Reed taper attach- 
ment. The Le Blond taper attachment. The Lodge & Shipley taper 
attachment. The Hamilton taper attachment. The Hendey-Norton 
taper attachment. The New Haven taper attachment. The Bradford 
taper attachment. 

The function of the tail-stock is to support the end of the piece 
of work opposite to the head-stock; to furnish a movable center 
for various forms of drills, reamers, and similar tools; and to carry 
one end of boring bars when the work is clamped to the carriage. 

For these purposes it must be of sufficient strength and rigidity 
to withstand the strain to be put upon it; it must have a traveling 
spindle to carry the tail center; and be capable of being “set over’’ 
in a direction at right angles to the center line of the lathe, for the 
purpose of turning tapers, and in some types of lathes for boring 
operations. 

It is fitted to the two inner V’s of the lathe the same as the 
head-stock, so as to permit the carriage wings to run past it, and 
must be capable of being securely clamped in any position along 

1 


MODERN LATHE PRACTICE 


the length of the bed. The spincUe must be adapted to be handled 
l.v a hmd wheel upon the traverse screw m small ^nd mediurn 
.ked lathes, and in large lathes located convemently in front ^d 
fimneeted with the screw by suitable shafts and geanng. 

.pindlc should be adapted to be clamped at its front end m an 
efficient manner so as to hold it firmly and at the same time not to 
iiwte it out of correct alignment with the head-stock spindle. 

The tail-stock should have a long bearing upon the V’s, which 
difiiild at least two thirds of the swing of the lathe. The bolts 
lor clamping it dowm should be considerably nearer the front than 
the I ear end so as to counteract the lifting tendency due to pressure 
iigainst the center. In lathes of 12 to 30-inch swing two bolts will 
fM:> sufficient to rigidly secure it to the bed. In larger lathes^ four 


iMdIts should l>e used. 

For the purpose of setting over for turning tapers the tail-stock 
is eoiiiposed of a low base and the movable part of the tail-stock 
projx^r, the transverse adjustments being made with a cross screw 
fiimished with a square head. The two parts are held together by 
the holding-down bolts which secure the tail-stock to the bed. 
In larger lathes, say from 30-inch swing up, the division between 
tlie two parts is near the top, w^hich should be secured by an ad- 
ditional set of four bolts so that the spindle may be set over wdth- 
iiiit releasing the holding-dowm bolts which secure it to the bod. 
Thus, if a heavy piece of w’ork is supported upon centers the tail 
s|iii<!le may be set over for turning tapers without removing the 
w’ork from the centers. 

In lathes of 24-inch swing and over there should be a rack and 
pinion device for moving the tail-stock to any desired position on 
the bed. In lathes of 36-inch swing and over this device should 
Im" back-geared so as to give sufficient power to easily move the 
heavy mass. 

This back gearing should begin with a ratio of two to one, and 
increase as the lathe is larger and the tail-stock is heavier, so that 
one man may conveniently do the work. 

Engravings of tail-stocks, as designed by prominent builders, 
are introduced to illustrate these conditions and the manner in 
mffiifli they have been met. 


The Pratt & ^Tiitney tail-stock is shown in Fig. 94. Its par- 


LATHE DESIGN: THE TAIL-STOCK, ETC. 


137 







ticular feature is the overhang at the front end for giving extra 
support to the spindle. The spindle is larger than usual, which 
gives better support to the center and is very useful when using it 
to support the rear end of a 
drill or reamer when long holes /? 

are to be drilled or reamed. It 
is secured to the bed by an 
eccentric and lever device 
which is quick and conven- 
ient. 

Figure 95 shows a front Fig. 94. — 14-inch Lathe Tail-Stock, built 
view of a Feed tail-stock for ^ Whitney Company. 

a 27-inch swing lathe. It will be noticed that the holding-down 

bolts are in line with the bed 
and both at the front of the 
upright supporting the spindle 
sleeve. They are so placed to 
permit the upright to be cut 
away in front so as to permit 
the compound rest to swing 
around to a position much nearer 
parallel with the hne of the bed 
than with the ordinary form. 
A rear view is shown in Fig. 

Fig. 96 . -Front View of 27-mch Lathe ^hich is of the same tail- 
Tail-Stock, built by the F. E. Reed stock except that a three-bolt 
Company. crank replaces the hand wheel. 

The form of the casting is well shown as seen from the rear. This 
form is called the “off-set tail- 
stock.'' 

Figure 97 is an excellent 
view of the Lodge & Shipley type 
of tail-stock for small lathes, and 
shows their device for clamping 
the spindle, and the mechanism 
of the tail-spindle screw. The 
contour of the casting might be 
improved so as to appear more 




Fig. 96. — Rear View of the Reed 
Tail-Stock. 


138 


MODERN LATHE PRACTICE 


clean and symmetrical, without detracting from its solid and sub- 
stantial appearance. 

Figure 98 is the tail-stock used on 20-inch swing lathes built 
by P. Blaisdell & Company. The only noticeable feature is the 
unusual diameter of the tail-spindle sleeve in proportion to its sup- 


Fig. 97. — Tail-Stock of the Lodge & Shipley 
Lathes. 



porting parts. The cap at the rear end is of such form and dimen- 
sions as to increase this top-heavy appearance. 

The Plendey-Norton tail-stock for 20-inch swing lathes is shown 
in Fig. 99. It is a clean, symmetrical, and well-designed piece of 

work and a considerable improvement 
on the one just before it. It is se- 
cured to the bed by a lever and eccen- 
tric arrangement similar to that shown 
in Fig. 94. 

Figure 100 shows the New Haven 
Manufacturing Company’s tail-stock 
for 24-inch swing lathes. A finished 
sleeve screwed into the rear of the 
main casting furnishes the support for the tail-spindle screw and 
adds to the otherwise clean outline and substantial appearance of 
the base. It is very rigid and substantial. 

Figure 101 shows the Prentice Bros. Company’s tail-stock, which 
they claim as their invention so far as American lathes are con- 
cerned. Other than this fact there is nothing particularly notice- 



Fig. 98. — 20-inch Lathe Tail- 
Stock, built by P, Blaisdell 
&: Company. 
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able in its design except that there are two ribs and grooves, one 
to each bolt for preventing the undue strain on the holding-down 
bolts. These bolts are well spread apart, which is a good feature in 
some respects if not in others. 



Fig. 99. — 20-inch Lathe Tail-Stock, 
built by the Hendey Machine 
Conapany. 



Fig. 100. — 24-inch Lathe Tail-Stock, 
built by the New Haven Manufactu- 
ring Company. 


The Schumacher & Boye tail-stock shown in- Fig. 102 is a good 
general design and resembles that of the Hendey-Norton manu- 
facture. Aside from the very prominent cap at the rear end it is 
a very creditable appearing device, and considerably better than 
some of those short and square forms which appear all in a bunch/’ 
as it were. 



Fig. 101. — 22-inch Lathe Tail-Stock, 
built by the Prentice Bros. Company. 




Fig. 102. — 18-inch loathe Tail-Stock, 
built by Schumacher & Boye. 


Figure 103 shows the W. P. Davis machine Company’s produc- 
tion, which is of fairly good proportions and has ample strength. 
While it is for only a 28-inch swing lathe, it is provided with a 
rack and pinion device for moving it along the bed. 

The Bench lathe tail-stock is well shown in Fig. 104, the engrav- 
ing being of the type made by the American Watch Tool Company. 
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It is chiefly noticeable for the very long spindle which it carries. 
This type of tail-stock does not usually have the set-over feature. 
It is clamped to the bed by a lever-nut turning horizontally. 



Fig. 103. — Tail-Stock built by the W. 
P. Davis Machine Company. 


Of the heavier tail-stocks^ 
for large lathes, the Niles type 
is shown in Fig. 105. This is 
divided near the bottom, as in 
the usual design for small lathes, 
and secured to the bed by four 
bolts. It has a rack and pinion 
device for moving it along the 
bed, and otherwise is of ordinary 
design and construction, with- 
out special features to which at- 


tention need be called. 

The tail-stock shown in Fig. 106 is of the same general form 


as that shown in Fig. 100, 
by the same concern, the 
New Haven Manufacturing 
Company. This is for a 60- 
inch swing lathe, and is a 
very massive and rigid tail 
center support. It has pro- 
portionately a long bearing 
on the bed, to which it is 
secured by four heavy bolts. 



Fig. 105. — 42-inLch Lathe Tail-Stock, 
built by the Niles Company. 



Fig. 104. — Bench Lathe Tail-Stock, built 
by American Watch-Tool Company. 


It is divided near the top and the 
upper portion secured to the lower 
by four other bolts of ample di- 
ameter, by which means heavy 
work held on the centers need not 
be removed or blocked up when 
setting over for turning tapers. As 
the spindle sleeve is very long and 
the tail spindle large and heavy, 
a spur gear is keyed to the spin- 
dle screw and engages a spur pin- 
ion on a shaft in front. Upon the 
front end of this shaft is a miter 
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gear which engages with a similar one fixed to a short transverse 
shaft upon whose front end is a large hand wheel by which the 
tail spindle is easily and conveniently operated. The ratio of this 
gearing is 3 to 1. The tail- 
stock, which is very heavy and 

massive, is moved along the ^ ^ 

bed by a rack and pinion de- 

vice, also back-geared at a 

ratio of 3 to 1, by which one 

man may easily move the tail- EL J=LL 

stock from one point to / 1 ) \j \ \ 

another, although it weighs I \ \ 

nearly a ton. ^ 

The estabhshment of Schu- — .. ^73 

macher & Boye make a some- , 

what similar tail-stock for their 

48-ineh swing lathe. It is ,06. -60-inch Lathe Tail-Stock, 

shown in Fig. 107. It is pro- built by the New Haven Manufac- 
vided with the same features turmg Company. 

as the one just considered, but has the hand wheel set at an angle, 
with the intention, probably, of rendering its position more con- 


Fig. 106. — 60-inch Lathe Tail-Stock, 
built by the New Haven Manufac- 
turing Company. 





Fig. 107. — 48-inch Lathe, built by 
Schumacher Boye. 


Fig. 108. — 42-inch Lathe Tail- 
Stock, built by Bridgford 
Machine Tool Works. 


venient to the operator. It is not as massive or rigid as the last 
one shown, but doubtless serves a good purpose. 

Figure 108 shows a design of tail-stock made by the Bridgford 
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Machine Tool Works for their 42-inch swing lathe. It is of peculiar 
design and the base has the appearance of having been built up 
in the sand,” from the pattern designed for a lathe of much less 
swing. It is not a handsome design by any means, although it 
probably serves the purpose of supporting the tail spindle. It has 
a rack and pinion device for moving it along the bed. Its length 
on the bed is not as great as it should be, nor do the holding-down 
bolts seem large enough for a lathe of 42 inches swing. It has four 
bolts for holding , down the base and a second set for securing the 
top part carrying the tail-spindle sleeve. 

At A, Fig. 109 is one of Le Blond’s favorite designs and which 

are used upon most of the lathes 
built by this concern. Its pe- 
culiar feature is the form of 
the tail-spindle sleeve with its 
very much enlarged front end. 
While it has a strange and un- 
usual appearance, its form is 
based on sound principles of 
construction and is no doubt 
practical in giving more sta- 
bility and rigidity to the tail 
center, which is a very desirable feature. 

From the foregoing illustrations and descriptions the various 
features of tail-stocks, made by the different manufacturers, may 
be quite readily studied and their good and bad points duly con- 
sidered, either for the pur- 
poses of designing a new 
lathe or for purchasing one 
suitable for the special line 
and class of work to be per- 
formed. 

At B, Fig. 110, is the 
ordinary form of what is Fig. no. —Lever Tail-Stock for Hand 
known as the "lever tail- Company, 

stock,” which is mostly used upon hand lathes. As its name im- 
plies, the tail spindle is moved lengthwise by a lever rather than 
a screw and hand wheel. 




Fig. 109. — The Le Blond Form 
of Tail-Stock. 
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This form offers facilities not possessed by the other form, or 
possessed in a less convenient form. In this spindle may be carried 
drills, reamers, etc., for use on light work held in a chuck. It may 
carry a small face-plate against which work may be held and drilled 
or reamed by a drill or reamer held in a chuck. It may carry an 
inside boring tool, and if made with a set-over” device, such as is 
used on the tail-stock of an engine lathe, its usefulness is still further 
extended, particularly when working brass or other soft metals or 
materials. This design is by the F. E. Reed Company. 

In addition to all the requirements thus far enumerated, which 
a lathe must possess in order to do good and heavy work, it must 
have a substantial carriage and compound rest or other tool-hold- 
ing mechanism. 

The carriage must support the compound rest on top and the 
apron hanging down at the front. Through the latter it must re- 
ceive its driving mechanism as the lathe is now constituted. If we 
were to design a lathe with a view only to the theoretical require- 
ments, we should, of course, put the device for moving it along the 
bed ^'on the cut,'^ as near the cutting-tool as possible, and there- 
fore the lead screw and feed-rod would be inside the bed and at 
some point between the front V and the central line. But w^e 
all know the practical objections to this and recognize it in lathe 
design. 

There are a few points in the design of a good lathe carriage 
that it will be well to call attention to, since they are those that are 
frequently lost sight of, if we consider many of the present-day 
designs, and that the buyer of lathes as well as the machinist 
will do weR to give attention to. 

Figure 111 shows the design of an ordinary engine lathe car- 
riage intended to be rigid and substantial. It has a wide center 
part, which is properly supported by the two ribs, thick and deep 
in the center. The only opening through it is one of moderate 
dimensions for permitting the chips to pass through. 

The entire top is on one level so that large work to be bored 
may be bolted down upon it when the compound rest is removed 
for that purpose. Some lathe carriages have the dovetail, upon 
which the compound rest shoe runs, raised above the general 
level of the carriage. When work is to be bored it must rest upon 
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in ?!j.“ i-fntt'r while the sides are supported upon parallels with 
ittt. ii iaiii isH'/mveiiienee in Ijolting down rigicUy. In this design 
7V r* a..- f-'iir in front and two in the rear for the accom- 

.;f hilts, while others may be passed through the chip 
liiiii! in the eeiiter if necessary. 



I he front wings of the carriage are broad, for the purpose of 
prujvrly accommodating a full swing rest, an additional tool-post 
.>r .ither t.xJ-iiohhng device. The T-slots in the rear may serve a 
piir|x,se. or m conjunction with those in front serve for holding 
I Sown any special attachment necessary. 

The design of the bed is such as to furnish additional bearing 
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surfaces for the carriage inside of the V^s, the inner V’s being 
replaced by flat surfaces, thus permitting the swing to be increased 
and the carriage very materially strengthened. 

The carriage is gibbed to the bed on the outside of the V's, 
both back and front, thus spreading the gibbed surfaces as far 
apart as possible. 

Following this will come in due order illustrations of a few of the 
carriages and compound rests built by some of the prominent manu- 
facturers. 

Figure 112 shows the carriage, apron front, and compound rest of 
a New Haven 24-inch swing lathe. 

The T-slots in the rear wings of the 
carriage are as shown in Fig. Ill, but 
those in the front wing are at right 
angles. In some cases this is pre- 
ferable, but if the carriage is to be 
used much for boring purposes the 
slots will be found most desirable if 
all in one direction. The top of the 
carriage is level, with no obstruc- 
tions when the compound rest is re- 
moved. 

The apron front is clear of gears 
and other similar obstructions, and the uses of the levers are indi- 
cated by plain lettering on the front of the apron. As the levers 
are set in the engravings all feeds are ^^out.” The “star nut” 
closes the friction of the driving bevel gear, and the feed is “on” 
to the right or left according as the lever, marked “to reverse all 
feeds” is thrown to the right or left. To operate either the lateral 
or cross feeds the upper lever is thrown to the left for “lateral 
feeds,” and to the right for “cross-feed.” The lever at the ex- 
treme right closes the “split nut” on the lead screw, provided 
the feeds are not engaged. That is, if the levers are as shown 
the lead screw nut may be closed. But if the lever “to reverse 
all feeds” is moved to the right or left, the split nut is locked 
“open” and cannot be closed. 

The feed rod carries two bevel pinions arranged in a sliding 
frame, operated by the lower lever, the two bevel pinions being 



Fig. 112. — The New Haven 
Carriage, Apron, and Com- 
pound Rest for Lathes up 
to 32-inch swing. 
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adapted to be engaged on either side of the driving bevel gear which 
transmits the motion through the medium of a conical friction 
clutch operated by the ^'star nut^' in front of the apron. 

Further than these bevel gear connections there are no gears 
but those leading up to the cross-feed screw and back to the rack 
pinion and hand-wheel shaft. No worm or worm-gear is used. 
Consequently the parts are large, strong, and durable. 

The compound rest, as will be seen, is of ample proportions, has 
a graduated base, a convenient removable double crank, and a 
tool-post provided with a concave ring and washer adjustments 
for the tool. 

The entire mechanism has proven very satisfactory in practical 
use. 

The Hendey-Norton carriage, apron, and compound rest is 

shown in Fig. 113. It is not as 
conveniently arranged in front 
of the apron as in the last ex- 
ample. The carriage has the 
projecting dovetail in the cen- 
ter instead of the flat surface, 
and only two T-slots are shown 
in the front wing of the car- 
riage. 

The compound rest is a nice 
piece of designing and construc- 
tion. It has a graduated base 
and a tool-post of unusual 
strength and rigidity. The 
single crank on the compound 
rest screw is not as convenient for many uses as a double crank. 

The cross-feed screw carries a very convenient graduated disc, 
which ought to be provided for all lathes up to 32-inch swing, and 
is useful in many ways for even larger lathes where fine work is to 
be done. 

Figure 114 shows the carriage, apron, and compound rest of 
the Blaisdell lathes. While the construction is strong and sub- 
.stantial, it cannot be said that it is very ’ symmetrical or with 
any attempt at fine lines. The arrangement of the apron front is 



Fig. 113. — The Hendey-Norton 
Carriage, Apron, and Compound 
Rest. 
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hardly modern, although there is no gearing or unnecessary part 
exposed. 

A single T-slot is located in the front carriage wing. The car- 
riage and apron are the same 
length, which usually indicates 
that the bearing of the caniage 
on the bed is not as long as it 
might be to good advantage. 

The cross-slide dovetail projects 
above the general level of the car- 
riage so that it would be in the 
way for boring operations. 

Figure 115 shows the front of 
the carriage and the compound 
rest of a 60-inch swing. New 
Haven lathe. The top of the carriage is level and has three T-slots 
on each side, in the front wings. The carriage is very massive, 
weighing about 1,600 pounds, and the compound rest considerably 
over half that amount. 

The compound rest has a large, circular, graduated base and 
supports a very broad and heavy tool block. The tool is held by 




Fig. 115. — The New Haven Carriage and 
Compound Rest for Large Lathes. 


heavy steel clamping bars held up under the nuts by large spiral 
springs so that the tool may be readily introduced. These clamp- 
ing bars project, at the ends, beyond the holding-down studs so 
that the tool may be placed outside the studs when the nature of ■ 
the work requires that position. 
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The entire device is very strong and rigid and capable of with- 
standing very heavy cuts. There is a power cross and angular feed 
in addition to the facilities for hand feeding in all directions. 

Further illustrations and comments upon the various features 
of this class on the lathes built by different makers will be found in 
later chapters of this work, describing the entire lathes, and to 
which the reader is referred for further information. 

A practical machinist has recently made the following criti- 
cisms upon one of the popular lathes which shows the standpoint 
from which the practical men look at some of the lathe features. 
It is so eminently commendable as to be well worth preserving. 

First. — The tool block will not travel beyond the line of centers 
to permit holding small boring tools directly in the tool-post by 
means of any of the holders so often described which 
use V-block clamps and make a handy tool-holder. This distance 
is short inch. It is often convenient to get beyond the centers, 
and to my mind, at least, an inch is a great advantage. 

Second. — The stock in the tool-post is so short that it is impos- 
sible to use packing on top of the tool when doing delicate work 
with small tools made of wire or small straight bars, and without 
such packing the value of this style of tool is lost. The top of a 
J X 1-inch tool can be raised but inch above the centers. 

Third. — The tool-post screw is so short that the wrench runs 
into the clamp handle of the tail spindle, and either the nust must 
be removed or the wrench taken off and the screw turned with the 
fingers when more than a bare loosening is required. The addition 
of I inch to the length would avoid this difficulty and also permit 
the wrench to swing clear over the small face-plate. 

Fourth. — The key in the lead screw for change-gears is of the 
Woodruff style, and falls out every time a gear is taken off. Of 
course this gear does not require changing often ; if it did this nuisance 
would be unbearable and call for a properly fitted and fastened 
key, but as it is, the gear is changed so seldom that one forgets this 
key, and so it drops and must be hunted for nearly every time a 
gear is changed. 

Fifth. — The centers are of No. 2 Morse taper, but the holes are 
reamed just enough larger or deeper so that no tool of that taper 
as fitted to the regular Morse socket can be held without a sleeve 
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of metal or paper. This may have its advantages in preventing the 
too common nse of such tools in the centei- holes, but is sometimes 
a groat aggravation in a tool-room lathe, where every convenience 
would be duly ajiprcciatcd. 

^Slx(■ll.. The facic-platc fit, so far as the screw thread is con- 
comod, is all light, but the part cliainbered out next the shoulder 
is /(( inch larger than the top of thread, which makes it quite 
(lillicult to start the thread true when putting on plates or chuck, 
with the results that the thread often jams in starting, especially 
with a heavy chuck. 

The turning of tapers is often accomphshed by “setting over” 
the tail-stock to the front or rear as may be desired, so as to be out 
of line with the head-stock center and thereby inclining the axis 
of th(^ piece to be turned with the axis of the lathe. While this is a 
convcinicnt and efficient manner when the taper is one of moderate 
iiic.lination, it can only be done within comparatively narrow 
limits. 

We must therefore resort to some other method when the taper 
is greater than will bo possible to do by setting over the tail-stock and 
throwing the centers so much out of line with each other as to wear 
them out of shape as well as to distort the form of the center- 
reanuid holes in the ends of the piece of work. 

The taper attachment was devised to meet this condition and 
consists essentially of fixing to the bed a bar capable of being ad- 
justed horiTiontally to any desired angle, and upon which is fitted 
a sliding block, moving with the lathe carriage, and so attached to 
the tool-supporting mechanism as to cause the cutting-tool to 
follow in a lino parallel to the inclined bar as the carriage is moved 
to and fro on the bed. This is accomplished by different devices 
by the various lathe builders, whose efforts are usually directed to 
thi’oe principal objects: first, to so construct the taper attach- 
ment that it may be attached to any lathe without special arrange- 
ment or preparation of the bed. It was formerly necessary in 
nearly every case to have planed grooves or flat surfaces at the back 
of the bed for this purpose whenever a lathe was to have a taper 
attachment fitted to, or sold with it ; second, to have the attach- 
ment so designed and constructed that it may be brought into use 
or detached with the least possible time and trouble; and third, that 
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the parts are so constructed as to be as absolutely rigid as possible, 
particularly against any strain that would tend to throw them out 
of the predetermined line of inclination. 

Among the failures of taper attachments the most common is 
that of turning a taper so that the inclined line of the surface of the 
turned piece is curved rather than straight; sometimes convex and 
sometimes concave. The operator should always use special care 
to have the attachment perfectly rigid in all its movable parts, 
clamp screws tight and adjustments perfect; and that the cutting 
tool is set correctly at the height of the centers. 

Figure 116 shows a rear view of the taper attachment as 



Fig. 116. — Taper Attachment l)uilt by the 
F. E. Reed Company. 


designed and constructed by the F. E. Reed Company. The 
inclined guide-bar A is graduated on the end so as to show the 
amount of taper that is being turned. This bar is secured to a 
plate B, which slides upon the bar which is attached to the lathe 
carriage. The bar A, and plate B, are secured against longitudinal 
movement by means of the rod D, secured to the bracket E, 
clamped to the bed. 

By this means there need be no special preparation of the bed 
of a lathe in order to use the taper attachment. The carriage 
must, however, be of special construction. An intermediate slide 
E is provided, with its rear end pivotally connected with the slid- 
ing block G, which travels upon the inclined bar A and thereby 
produces the variation of alignment in the travel of the cutting- 
tool necessary to turn a taper. 

The inclined guide-bar A may be minutely adjusted by the 
screw H, which may be placed as shown, or in the hole shown at B, 
as may be desired. 
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It would appear that this attachment would not be of sufficient 
strength and rigidity to withstand the strain of heavy turning on a 
very severe taper, and still do accurate work. 

The R. K. Le Blond taper attachment is shown in Fig. 117. 
The slide supporting bracket A is attached to a dovetail formed 
upon or attached to, the bed. Upon it is swiveled the guiding 
bar B, upon which is fitted the sliding block C, pivotally connected 
with the compound rest shoe D, by means of the block E and con- 
nection F. 



Fig. 117. — Taper Attachment built by the R. K. 
Le Blond Machine Tool Company. 


This taper attachment is of new design, and is very rigid. It is 
changed from straight to taper work by simply removing a taper 
pin from one hole to another. The cross-feed nut is never discon- 
nected and the compound rest can be moved by the screw when 
turning both straight and taper work. 

When extra heavy work is done the compoimd rest can be 
clamped to the taper attachment by a brace. By this arrangement 
all thrust is relieved from the screw, insuring greater accuracy. The 
guiding bar is graduated to taper per foot and is clamped in posi- 
tion by two T-slot bolts. A graduated screw adjustment is provided 
for accurately setting the bar. 

Figure 118 shows the Lodge & Shipley taper attachment. It is 
constructed in a similar manner to that made by the F. E. Reed 
Company, as will be seen by the engravings of the two devices. 
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It is supported by the carriage, and the supporting bar upon which 
the inclined guide-bar A rests is secured against longitudinal move- 
ment by a rod D and bracket E, the latter clamped to the bed the 
same as in Reed's device. 

The taper attachment is extremely simple, and composed of 
less parts than any in the market. In operation it is changed 



Fig. 118. — Taper Attachment built by the 
Lodge & Shipley Machine Tool Company. 


from straight to taper by tightening or releasing one screw on the 
dog. When attached for taper work the sliding shoe connects 
directly with the tool-rest and not with the screw, making its opera- 
tion instantaneous. The nut is made to release and slide in a 
groove. The stud for the sliding shoe also engages into a groove, 
and to attach or detach requires nothing more or less than the 
releasing of one screw and tightening another, or vice versa. 

The cross-feed nut cannot fall over as in ordinary taper attach- 
ment when in use, because it is never disconnected. The bolt 
simply slides in a slot in the compound rest slide. 

Figure 119 shows the taper attachment made by the Hamilton 
Machine Tool Company. Like that made by the R. K. Le Blond 
Machine Tool Company, this has its supporting bracket carried 
upon a slide formed upon or attached to the bed. It is thereby 
rendered very rigid and substantial. The swiveling of the inclined 
guiding bar is similar to those already described, and the attach- 
ment of the connecting block to the cro^s-feed screw is easily under- 
stood by reference to the engraving in which it will be seen that the 
end of this block passes through the bracket attached to the rear 
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of the carriage. The sliding block runs in a dovetail in the inclined 
guide-bar instead of on a square raised rib on top of it. 



Fig. 119. — Ta-per Attachment built by the Hamilton 
Machine Tool Company. 


This dovetail form is not at all necessary, as a square form is as 
good, if not better, and much more economical. There is no ten- 



dency to lift the block that would make the dovetail form advisable. 
The Hendey-Norton Taper attachment is shown in Fig. 120. 
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It is supported by the carriage as itt the Reed and the Lodge & 
Shipley designs, and travels with it and is therefore always ready 
for use. AU operations necessary to use the attachment are made 
from the front of the carriage, and consist of first setting the taper 
bar to any desired degree, binding the sliding bar clamp to the back 
V, loosening the post screw at the end of the carriage arm which 
releases the cross-feed screw connecting block, and clamping the con- 
necting link onto the taper-bar slide by means of the binding handle. 
The top link and the binding bolt, which is fitted to a roamod 
hole in the head of the block, furnish a double connection (and one 
that is absolutely rigid) between the two slides, preventing any 
back-lash. 



Figure 121 shows the taper attachment as made by the Now 
Haven Manufacturing Coinpany. The supporting bracket is adapt<K 1 
to travel in an upper and lower groove planed in projecting ribs on 
the back of the bed, thus rendering the support very rigid. 7'hc 
plate B is heavy and rigid and supports the swiveling guide-bar C, 
upon which slides the block D. In the later developmcuit of this 
device the dovetail is replaced by a square projecting rib. d'how; 
is also an improvement in the connection E with the croHs-foed 
screw, consisting of a heavy flat bar attached to the rear of the 
compound rest shoe and sliding through a strong and rigid guide 
block. Its rear end is pivotally connected with the block 1), mak- 
ing a very accurate and rigid design. 

In aU these attachments making use of the cross-feed screw as 
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an adjusting member, it must be so arranged as to be detachable 
from its front bearing, or permitted to slide through it so that the 
inclined movement of the block on the guide-bar may gradually 



Fig. 122. — Plan of the Bradford 
Taper Attachment, 


work the compound rest forward and back to form the taper as 
the cut proceeds. 

Figure 122 is a plan of the Bradford taper attachment, and Fig. 
123 is a cross section of the same device. It is of the type of carriage- 



Fig. 123. — Cross Section of the Bradford Taper Attachment. 
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suspended devices similar to several heretofore shown and de- 
scribed. 

From the accompanying sectional view it will be seen that the 
rear end of the cross-feed screw is held by collars and journaled 
in a bearing, which is bolted to a bar connecting it with the sliding 
shoe on the inclined slide, so that the screw always moves with the 
bar and carries the compound rest with it. 

The tool is controlled by the screw at all times without inter- 
fering with the handle, the end of the screw telescoping into the 
sleeve on which is the pinion governing the power feed. Where 
it telescopes it is splined, and so the screw is under control of the 
operator, irrespective of the position of the tool due to the taper 
bar. When turning tapers the lower slide of the compound rest 
should be tightly clamped to the bar by the square head screw, 
shown in cut. Consequently there is no disconnecting of any of 
the parts when engaging or disengaging the attachment. Simply 
tightening the dog to the ways brings the attachment into service, 
and loosening the same disengages the attachment, leaving the lathe 
in proper shape for straight work; and in neither case does the use 
of the attachment interfere in the slightest degree with the full and 
complete use of the compound rest, should it be desired to face off 
a piece the full swing of the lathe. 

The construction further makes the attachment of exceptional 
value on lathes of extra length, in that it is available the full dis- 
tance between centers by reason of its being bolted to, and traveling 
with, the lathe carriage. 



CHAPTER VIII 


LATHE design; TURNING RESTS, SUPPORTING RESTS, SHAFT 
STRAIGHTENERS, ETC. 

Holding a lathe tool. The old slide-rest. The Reed compound rest. The 
Lodge & Shipley compound rest. The Hamilton compound rest. The 
Hendey-Norton open side tool-posts. Quick-elevating tool-rest. 
The Homan patent tool-rest. The Le Blond elevating tool-rest. The 
Lipe elevating tool-rest. Revolving tool holder. The full swing rest. 
The Le Blond three-tool rest. The New Haven three-tool shafting 
rest. The Hendey cone pulley turning rest. Steady rests. Follow rests. 
The usual center rest. The New Haven follow rest. The Hendey 
follow rest. The Reed follow rest. The Lodge & Shipley follow rest. 
Their friction roll follow rest. Shaft straighteners. The Springfield 
shaft straightener. New Haven shaft straightener. Lathe counter- 
shafts. The two-speed countershaft. Geared countershafts. The Reed 
countershaft. Friction pulleys. Tight and loose pulleys. Self-oiling 
boxes. The Reeves' variable speed countershaft. Design of geared 
countershafts. Another form of variable speed countershafts. 

While the old principle of holding a lathe tool in a tool-post or 
under one or more clamping bars is still largely used to securely 
hold the tool in a rigid position for performing its work, there have, 
within the past few years, been designed and come into use a 
number of very convenient, rigid, and practical tool-holding devices. 

The use of high-speed steel, and consequently of heavy cuts, 
have rendered the use of very rigid tool-holding devices impera- 
tively necessary. 

Some of the more prominent of these are here shown and their 
special features commented upon. 

The old familiar slide-rest of our apprenticeship days still lives 
and is much used on hand lathes, bench lathes, and the like. Fig. 
124 shows this form of turning rest as made by the F. E. Reed Com- 
pany. Its construction is so familiar to every mechanical man 
that any description is unnecessary. 
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Figure 125 shows a very efiicient compound rest made by the 
same establishment to which attention is called as to the very rigid 
method of holding and clamping the tool by two heavy clamping 



Fig. 124. — Plain Slide-Rest, made by the 
F. E. Reed Company. 


screws. Also to the important fact that the tool is hold at 
the extreme left-hand edge of the tool-holding device, in whic.b 
position it is nearly always used. At the same time the entire 
top, tool-holding block is adapted to turn in any direction and to bo 
securely held at any angle, thus making it invaluable for turning up 



tia. 125. — Compound Rest made 
by the P. E. Reed Company. 



Fig. 126. — Compound Rost for Two 
Tools, made by the F. E. Rood 
Company. 


to dose shoulders or other obstniotious at the rigU, and also wliwi 

nearly parallel to the center line of the lathe. 

Fi^re 126 shows a similar device, made by the same company 
with arrangements for holding two tools mtder the same eonchS 
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as above noted. This is very useful when heavy cuts are to be 
made upon work where rapid reduction of the amount of stock is 
called for, as the inverted back tool assists very much to balance the 
resistance by dividing it between two points. 

Figure 127 is of the compound rest and tool-holding device as 
made by Lodge & Shipley. It is neat and substantial and the 
forward prolongation of the shoe adds rigidity on heavy cuts. 
Both the upper and lower 
slides are fitted with taper 
gibs, which, besides being 
tapering, are tongued and 
grooved into the slides, so 
that no amount of strain will 
displace them. These- gibs 
are provided with two screws 
only, and at each end, which 
take up the wear evenly the 
entire length, and are possi- 
ble of delicate adjustment. 

They will not require resetting perhaps more than once a year. 

The-tool clamping bars are arranged the same as those of 
the New Haven device, shown in Fig. 114. These slide loosely 
into the T-slots and may be removed and replaced by the arch clamps 
shown at A, A, the tool passing through one or both of these as 
occasion may require. They may be located at any desired position 
in the T-slots. This alternate device will be found very convenient 
on many unusual jobs as well as upon regular work. 

In Fig. 128 we have the compound rest with its tool-clamping 
device as made by the Hamilton Machine Tool Company. It is 
quite similar to that shown in Fig. 124, and made by the F. E. Reed 
Company, and possesses its good advantages of adjustment of the 
tool to point in any direction and to work up closely to a shoulder 
on either side. Lodge & Shipley make a similar device with the 
tool clamp almost identical with this one. 

Figure 129 shows the open-side tool-post” made by the Hendey 
Machine Company. It is so arranged that it may be substituted 
for the slotted tool block and ordinary tool-post of their lathes. It 
may be swiveled to any desired angle and accurately adjusted 



Fig. 127. — Compound Rest and Tool-hold- 
ing Clamps made by the Lodge & 
Shipley Machine Tool Company. 
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by the graduations at the base. It is a good example of a rigid 
and substantial tool-holding device. 

figure 130 shows the “quick-elevating” tool-rest made by the 
same company. The tool is raised or lowered by using the tool-post 
WTench on the short lever indicated in front in the engraving. It 
carries the old-style tool-post and is not, therefore, as rigid as that 
shown in Fig. 128. 



Figure 131 shows the Homan patent tool-rest, which is also 
made by the Hendey Machine Company, which has a screw adjust- 
ment as to height and a graduated base for setting to any required 
angle. It is, perhaps, the most rigid device of the kind ii.sin g a 



Fro. 129 -Open Side Tool-Post, 
made liy the Hendey Machine 
Company. 



Fig. 130- — Quick-Elevating Tool- 
Post made by the Hendey Ma- 
chine Company. 


single tool-post, and is a very well made, accurate, and convenient 
piece of mechanism. 

In Fig. 132 is represented the Le Blond elevating tool-rest pro- 
vided TOth a thread-chasing stop which is clamped to the dovetail 
upon w ich the rest slides. The device is very simple and effective 
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for ordinary work. It would not seem quite so well adapted, how- 
ever, for very heavy cuts on account of the fact that a heavy verti- 
cal strain would be rather severe on the inclined screw which holds 
the tool block up to its position. 



Fig. 131. — The Homan Patent 
Tool-Rest made by the Hen- 
dey Machine Company. 



Fig. 132. — Elevating Rest with Thread 
Chasing Stop, made by the R. K. Le 
Blond Machine Tool Company. 


A very substantial device is shown in Fig. 133, and known as 
the Lipe elevating tool-rest. It is made by the Lodge & Shipley 
Machine Tool Company. In this device the tool-holder proper has 
formed upon its lower end a cylindrical portion which fits into the 
main casting and is secured thereto in any desired position by a 
strong clamping screw. It is ad- 
justed vertically by a screw through 
the upper, and bearing upon the 
lower casting as shown in the en- 
graving. The entire device fits 
upon the dovetail of the carriage 
in place of the compound rest. 

This device is as rigid as is possible 
to make an adjustable tool-holding 
device and is amply strong for 
heavy cuts. 

The revolving tool-holder, 
shown in Fig. 134, is made by the Lodge & Shipley Machine Tool 
Company, the R. K. Le Blond Machine Tool Company, and others. 
It is a very useful form and is equally adaptable to the carriage 
of an engine lathe or the slide of a turret lathe. 

It is a very strong and rigid device and holds four tools, either 
at the corners or sides. The locking pin withdraws automatically 



Fig. 133. — The “Lipe Elevating 
Tool-Rest,” made by the Lodge 
& Shipley Machine Tool Company. 
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■when the clsmping bolt is released to revol'v^e the turret. It is 
interchangeable mth the compound rest, simple in design, rigid in 
construction, and a great time-saver where the number of pieces 

reduced to the same dimensions per- 
mits the several tools in the tool-post 
to be used alternately. 

Its greatest advantage seems to be 
that by its use we practically add the 
features of a turret to the ordinary 
engine lathe and at a very nominal 
cost. It is true that we do not get the 
drilling and reaming features, but still 
many turret operations may be accom- 
plished by its use. 

Figure 135 shows what is variously 
termed as a “full swing rest,” or a 
“ pulley rest,” or a “wing rest,” etc., 
by different lathe builders. First, be- 

^ Holder, by 'thfiS 

& Shipley Machine Tool Com- swing of the lathe and which the tool 

in the compound rest will not conven- 
iently reach; second, because it is principally used for turning pul- 
leys, and work of that nature, and third, because it is attached to 
the front '^wing’' of the lathe carriage. 

It is frequently made at an angle, 
inclining downward from the center 
of the lathe so that it may be made 
conveniently low to fit the low car- 
riage of a large swing lathe and still 
have the general line of the tool on a 
radial line from the lathe center. 

This rest is practically the same as 
the plain tool block used on the car- 
riage, vith a base suitable for bolting 
down over a T-slot. 



Fig. 135. — Full Swing Rest 
made by the R. K. Le 
Blond Machine Tool Com- 
pany. 



Figure 136 represents a three-tool turning rest, adapted to be 
used on ordinary engine lathes. It is made by the R. K. Le Blond 
Machine Tool Company. ' 
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It consists of a special base or slide, carrying three tool-holders, 
two in front and one in back. These may be advanced towards 
each other simultaneously by means of the cross-feed screw, in 
addition to which each has 
an independent forward 
and backward movement. 

The rear tool-holder has 
also lateral adjustment. 

The base is surrounded by 
a groove for collecting the 
oil, soda-water, or other lu- 
bricant used. The device 
is invaluable for many 
purposes. 

Figure 137 shows the 
three-tool shafting rest 
made by the New Flaven 
Manufacturing Company. This is adapted to be located on the 
carriage of an ordinary engine lathe in place of the compound 
rest, and in addition to the three-tool slides, tool-posts, etc., in the 



Fig. 136. — Three-Tool Turning Rest, made 
by the R. K. Le Blond Machine Tool Com- 
pany. 



Fig. 137. — Three-Tool Shafting Rest, made by 
the New Haven Manufacturing Company. 


last example there is a fixed standard in the center providing a 
center rest in which bushings of various diameters, to suit the 
different sizes of shafting, may be carried, and which serve to 
hold the shafting to be turned steady and firm for the action of 
the turning tools. In the last example this function must be 
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l^rfornicd by a separats ^^st6ady rest;” attached to the carriage 
or to the lathe bed. 

The turning of cone pulleys is usually a tedious and expensive 
job unless some special device is in use for the purpose. In Fig. 
138 is shown such a device built by the Hendey Machine Tool 

Company. It should of neces- 
sity have a special carriage to 
accommodate it. The center 
part of the carriage should be 
as wide as the length of the 
largest cone to be turned in 
order to have ample support for 
the end tools. The tool-carry- 
ing block is adapted to swivel 
so as to accommodate the loca- 
tions of the tools to the vary- 
ing diameters of the cone^ as the difference betvreen the diameters 
of the smallest and largest steps will necessarily vary considerable. 

As one T-slot holds all the tool-posts it is only necessary to 
proride as many tool-posts as there are cone steps. 

The crovming of the pulley faces is effected by a taper attach- 
ment device, or its equivalent, at the back of the carriage. This may 
be effected by using straight tapers and making two settings, the 
inclined lines meeting in the centers of the pulley faces; or, the proper 
curve or crown’’ may be given to the device by a curved guiding 
bar instead of a straight one. 

Under the general name of steady rests W'e may include any 
attachment to a lathe W'hich has for its purpose or function that of 
furnishing a support at one or more points around the circum- 
ference of the piece being turned, opposing the pressure of the 
cutting edge or point of the tool and holding the work up to its 
original position and alignment as before the tool commenced 
cutting. 

Ordinarily there are two classes of these rests which may in a 
general way be called center rests ” and back rests.” The center 
rests usually have jaws bearing upon the work at three points 
spaced equally around the circle, while a back rest bears upon the 
work generally at the back and on top only. Sometimes such a rest 
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Fig. 139. — Center Rest, as 
made by nearly all Builders. 


consists essentially of a forked or V-shaped piece firmly held and 
embracing the circle of the work. 

Sometimes these rests are attached to the carriage and follow 
the work of the cutting-tool closely so as to continue the support 
given the work as near the tool as possible. These are often called 
“follow rests.” They may be made with two or three adjustable 
jaws resting against the work, or they 
may carry a bushing having a hole 
reamed just large enough to admit of 
passing rather closely over the work, 
sometimes in advance of the work (in 
case of previous turning), but usually 
following the tool. 

Figure 139 is of the well-known 
form of a center rest, substantially as 
made by all lathe builders, the varia- 
tions of design being in matters of de- 
tail, and not in general form, functions 
or methods of support or attachment. 

Figure 140 is of the follow rest as made by the New Haven 
Manufacturing Company. It will be noticed that 
the top jaw inclines to the front, so that, acting in 
conjunction with the back and the bottom jaw, 
it serves to embrace more than half of the circle 
of the work in the process of turning. The base of 
this rest is fitted to the 
dovetail on the lathe car- 
riage and fits in behind 
the compound rest. 

Figure 141 represents 
the Hendey follow rest for use on light 
lathes. It is bolted to the side of the 
carriage and “steadies” the work by 
means of the adjustable jaw which is set 
up against the back and top of the piece 
to be turned, and held in that position 
by two set-screws as shown. 

In Fig. 142 we have the follow rest used by the F. E. Reed 



Fig. 140. 

New 
Follow Rest. 


The 
Haven 



Fig. 141. — The Hendey 
Follow Rest. 
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Company. This rest has but two jaws, one at the rear and one 
over the work. Its peculiar feature is that the jaws may be re- 
mo¥ed and a special piece substituted, which is bored out to receive 

bushings which may be bored 
and reamed to fit the different 
sizes of work to be machined. 
This feature will prove advanta- 
geous, particularly when a large 
number of parts, say shafts, are 
to be turned. 

Figure 143 represents a very 
solid and substantial follow rest 
made by Lodge & Shipley Ma- 
chine Tool Company. It is 
adapted to very heavy work and 
Fig, 142. —The Reed Follow Rest, will be found useful on any 
with Bushing. rapid-reduction lathe. With one 
exception it is the strongest follow rest made. 

Figure 144 shows the strongest fol- 
low rest made and is a product of the 
same establishment. Being provided 
T^ith friction rolls for reducing the 
friction of the work, it is adapted to 
the heaviest work the lathe is capable 
of carrying. It is well designed for 
the purposes for which it is to be used 
and its parts are so made as to be 
easily adjustable to suit the work. 

Its special points of construction are 
interesting as showing the thorough- 
ness of the design. 

The two jaws carrying hardened- 
steel rollers move in and out in a cir- 
cular path, being actuated by a worm 
and knob. When set in any position 

they are adapted for a variety of Fro. 143.— Th^Lodge <fe Shipley 
diameters by simply moving the en- Follow Rest. 

tire rest backward or forward. This is accomplished by connecting 
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the rest to a screw which telescopes the regular cross-feed screw and 
is operated by the same hand wheel which sets the tool-rest. The 
position of the rollers is such that in approaching a shoulder 
they support the shaft upon the smaller diameter until the cutting- 
tool has turned a portion of the next larger diameter, when the 
position of the rest is changed to bear on that portion. 

Those having quantities of shafts, 
with a number of shoulders to turn, 
will recognize in this rest an attach- 
ment entirely new in principle and 
of the greatest importance in the sav- 
ing of time. 

One of the indispensable acces- 
sories or attachments, if it may be so 
called, to an engine lathe, particularly 
one provided with a long bed, is some 
kind of a “straightener,” by which 
not only rough bars of stock, but 
partly finished and finally entirely 
finished shafts, may be straightened. 

The general plan of doing this work is to rest the shaft upon two 
points at some distance apart and then apply pressure on the oppo- 
site side, and at a point midway between these two points. 

These attachments or accessories are sometimes attached to 
the carriage of the lathe; sometimes mounted so as to slide on the 
V’s of the lathe; again upon wheels that run in the space between 
the inner and outer V’s; and in still other cases, for small and com- 
paratively short work, they are mounted upon a bench. In this 
case they either have attached to them a pair of centers in which 
the work to be straightened may be placed and its correctness or 
incorrectness as well as the location and extent of the inaccuracies 
may be determined, or a pair of V-blocks in which the shaft may 
be laid while being straightened. 

In Fig. 145 is represented one of the latter forms of this acces- 
sory made by the Springfield Machine Tool Company, the uses of 
which will be readily understood by any mechanic. It is intended 
to be placed upon a bench and to be used when centering work by 
hand, and for straightening work centered by hand or machine. 
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It is a familiar fact that work straightened in a press is more likely 
to remain straight in the lathe than when hammered straight, and 
that it is better in every way. 

The general arrangement of this machine is in itself very con- 
venient, as any work within its range of centers may be tested and 
straightened without the unnecessary walking from press to lathe 
each time in straightening rough or finished work. This, how- 
ever, does not limit the length of shaft that can be straightened, 
as any length may be operated upon, thus making it a great labor 
saver. 



the Springfield Machine Tool Company. 


In the tool-room it is especially valuable, not only for centering 
and straightening work in the rough, but for straightening pieces 
which have been accidentally sprimg in use, or reamers, etc., which 
have been sprung in tempering. 

The blocks upon which the work rests when being straightened 
are removable to or from the screw and are kept in line by tongues, 
which fit the groove shown. The shaft is movable through the 
arm which supports it, being held in any desired position by the 
set-screw shown, which has a piece of brass over its points to avoid 
marrmg the shaft. The centering heads are clamped in any desir- 
able position on the shaft, by the binding screw shown. The top 
of the arm which supports the shaft forms a pocket for chalk or 
other material used in marking. 

The center at the right is pressed forward by a spring and has 
a knurled head for drawing it back, both centers being provided 
with small oil wells. The body of the machine has three lugs 
cast upon it, by means of which it is bolted to the bench. The block 
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which is on the end of the screw is of cast steel, case hardened, and 
the centers of tool steel tempered — the whole machine being so 
designed and constructed as to make it worthy of a place and useful 
in any tooLroom or machine shop where much small work is done. 

Figure 146 shows the shafting straightener made by the New 
Haven Manufacturing Company. The base A has cast upon it at 
the rear a curved standard B, made very strong by proper ribs and 
extending over to the front. Through the top of this passes a 
vertical compression screw C, running in a long bronze nut and 
carrying loosely upon its lower end a V-block D, adapted to fit 



Fig. 146. — Shaft Straightener for \iae on Lathe 
Bed, made by the New Haven Manufactur- 
ing Company. 


down upon the round shaft, which is laid into two other loose V- 
blocks E, E. To insure great rigidity when handling large work 
the forged stay rod F is provided, its head being held in a T-slot 
in the base casting and its upper end in a slot cast in the head and in 
front of the compression screw C, and secured by a heavy nut. 

At each corner of the base casting is bolted a leg G, G, G, G, 
carrying loosely journaled therein the shafts FI, H, on the outer 
ends of which are fixed the wheels J, J, J, J, which are adapted to 
run in the spaces between the inner and outer V^s of the lathe bed, 
which permits it to be moved to any point where its use may be 
desired. 
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In ordinary cases a countershaft is a very simple mechanism. 
In the older form of engine lathes aU that was necessary was a cone 
pulley identical with the spindle cone, and upon the other end of 
the shaft a tight and a loose pulley for receiving the driving-belt 
from the pulley on the main line shaft. Then, as threads required 
a backward motion of the lathe spindle, a second pair of pulleys 
was added and a cross-belt applied for that purpose. The shifting 
of these belts was too slow for practical work and clutches were 
used. These were of the old “horn clutch ” type, making consider- 
able “clatter” in their use and starting the work with too much 
shock. 

Later on friction clutches or friction pulleys were devised, and 
these in one form or another are largely in use at the present time. 

Up to a comparatively recent date the lathe had but two speeds, 
so far as the countershaft controlled it. One was the usual for- 
ward speed, the other a considerably faster speed backwards, mostly 
used in thread cutting. Occasionally, for special work, this “back- 
ing” speed was taken advantage of by changing the cross-belt for 
an “open belt,” and thus getting another range of speeds. Doubt- 
less this suggested the advantages of a regular two-speed counter- 
shaft which has now become quite common, as a convenient and 
economical method of adding another series of speeds to the 
lathe. 

There are now used on a number of popular lathes geared 
cormtershafts as well as various devices for producing a variable 
speed by a gradual increase or decrease of the number of revolutions 
per minute. This result has been sought by a number of different 
devices with more or less success. Some of them have had good 
features to commend them while others were more in the line of 
makeshifts that accomplished the results sought very inefficiently 
and partook too much of the nature of “traps” as understood by 
the machinist, and hence were comparatively short-lived and un- 
popular. 

Figure 147 shows a good example of the regular type of lathe 
countershafts. It is made by the F. E. Reed Company, and con- 
sists of the cone pulley, a counterpart of the spindle cone part, and 
two friction pulleys mounted upon the shaft, which is supported in 
two hangers having self-oiling boxes. The friction pulleys consist of 
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tile pulley proper A, which is turned on the inside of the rim for the 
foeeption of the friction band B, or has cast with it a rim projecting 
I't'om the pulley arms and finished inside for the same purpose, as 
wlioAvn in the engraving. The friction band B is divided at one 
point as shown, the two loose ends having projecting lugs at b, b, 
< I i“illed for pivot bolts by which it is connected with the levers C, C, 
wlaose ends are adjustably connected by the screw and nuts showir 
d. 




Fig. 147. — Friction Countershaft for Engine Lathes, made liy the 
New Haven Manufacturing Company 


Sliding upon the shaft between the pulleys is the clutch collar 
“whose horns e, e, are adapted to enter between the ends of the 
lovers C, at /. These horns being wedge-shaped will, when thrust 
T>o tween the free ends of the levers C, C, spread them apart, and as 
tlxoir fulcrum ends are connected, and by means of the pivot bolts 
oonnected to the free ends of the friction band B, tend to extend 
tiro opening of this band, enlarge its diameter, bring it in contact 
witti the inner surface of the pulley (or of the rim cast upon it for 
•fclxOit purpose), and cause sufficient friction to transmit the required 
power. 

The clutch collar or sleeve E is provided with a square groove 
ixt its center to accommodate the shipper fork, by means of whicli 
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it is moved to and fro on the shaft, according as one or the other 
eliitch is to he thiovm. into an active position and the lathe to be 
driven by the belt on the one or the other pulley. One of the pulleys 
carries an open belt and the other a cross belt. 

There are various forms of friction pulleys and friction clutches 
used on countershafts, but all are designed with analogous parts to 
the above and perform similar functions. Therefore there is no 
need for a detailed description and illustration of them. In all of 
them the pulleys run loose on the shaft, except when clamped to 
it by means of the friction de\dce, the disc or friction band B, or its 
equivalent, being fixed to the shaft. 

In the center of the shaft between the pulleys is usually a sliding 
sleeve that operates the friction mechanism, as here shown, and 
by which it is connected to the shipper lever within easy reach of 
the operator. 

The tight and loose pulleys are still used on very heavy lathes, 
and in this case, when both the forward and backward motion is 
desired, there is one tight pulley a little greater in width than the 
belt, and on each side of it a loose pulley of double this width. The 



Fig. 148. — Self-Oiling Boxes for Countershafts, made by the 
F. E. Reed Company. 

telts are so located that each is on one of the loose pulleys when 
the shipper handle is in its middle position. When it is moved to 
the right of this position the left belt is moved on to the tight pul- 
ley and the right belt travels to the right on its loose pulley. By 
mo\dng the shipper handle to the left the reverse effect is produced, 
and the right-hand belt becomes operative. The pulley on the 
line shaft is, of course, as wide as all three on the countershaft. 

In Fig. 148 is given a good illustration of the self-oiling counter- 
shaft box, which is used on the countershaft shown in Fig. 146. 

As will be seen by the engraving (Fig. 147), the journal box A 
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has formed beneath it an oil reservior B for holding a quantity of 
oil sufficient to last several weeks. Near each end is a groove 
containing a wick or strip of felt C, C, surrounding the shaft and 
reaching down into the oil reservoir B, by means of which an ample 
supply of oil is always delivered to the journal bearing. The wick 
may be introduced and oil supplied by opening the hinged covers 
D,D. 

As the supply of oil is so profuse there is the liability of waste 
by its running out at the ends of the journals. This is prevented 



by providing the return oil grooves E, E, at the ends, which con- 
duct the oil back to the oil reservoir. The design and arrangement 
is very simple and at the same time very effective. It is used with 
slight modifications for many similar purposes with like success. 

In Fig. 149 is shown the Reeves’ variable speed countershaft, 
which has proven a valuable device when the speeds required 
are not excessive. It is well adapted to nearly all machine-shop 
tools and by its use a great range of speeds may be obtained. 

It consists of two shafts B and C, journaled in the frame A, in 
the usual manner. Upon the shaft B is splined the rather flat cones 
D, D, and similarly connected to the shaft C are the cones E, E. 
These cones are adapted to slide freely to or from each other on 
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tReir respective shafts, and their movement is governed by the 
levers F, F, which are fulcrumed at /, /, and pivotally attached to 
the hnte of the cones D, D, E, E, by suitable collars. The farther 
ends of the^ levers are pivotally connected to a screw G, by suitable 
nuts running on right and left threads, whereby the nuts may be 
drawn together or forced apart as may be necessary, carrying with 
them the ends of the levers F, F, and consequently the cone discs 
D, D, E, E, but by an opposite movement; that is, as the discs D, D, 
approach each other the discs E, E^ recede from each other. Upon 
the end of the screwr G is the sprocket-wheel H, from which a chain 
runs to another sprocket-w^heel near the operator, who may handle 
it by means of a crank upon the shaft of the latter wheel. 

Running within the cone discs D, D, at one end, and E, E, at 
the other, is a series of w^ooden lags connected by a chain mechanism 
by w'hich it becomes in effect a belt, the ends of the lags bearing 
against the inner, inclined surfaces of the cone discs. 

The length of the wooden lags being constant, it follows that as 
the cone discs are forced closer together the lags will ride up on a 
larger diameter, and simultaneously the cone discs on the opposite 
shaft will, by the mechanism described, be drawn farther apart, 
permitting the lags to run closer to the shaft and on a correspondingly 
smaller diameter. 

Now^, as one of the shafts B, C, is driven by a belt from a pulley 
upon the main line shaft, while the other carries the pulley (in this 
case a cone pulley) driving the machine, the speed of the same may 
be varied at will, as one pair of cone discs are forced nearer together 
and the other pair farther apart, thus, in effect, changing their 
relative diameters and consequently their speeds. 

Geared countershafts are also used upon lathes for producing 
variable speeds. They depend, of course, upon the usual methods 
of bringing into active operation pairs of gears of varying diameters 
by means of clutches, shding gears, and similar devices. The noise 
of the gears is one great objection to their use. This has been 
partially avoided, or smothered, by enclosing them with a casing, 
w’hich partially obviates another objection, that of throwing oil 
and dirt upon the floor, the machines, and the workmen. 

Another form of variable-speed countershaft was brought into 
use some years ago which consisted of two comparatively long 
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cones placed side by side but in reverse positions so that their ad- 
j acent sides were parallel. They were mounted upon parallel shafts, 
one being the driven and the other the driver. Motion was trans- 
mitted from one to the other by means of a short endless belt running 
between the surfaces, with the slack end hanging below them. This 
belt was controlled by a sliding belt guide by means of which it 
could be moved from end to end of the cones, whose varying diam- 
eters at the point of contact determined the speed transmitted 
from one shaft to the other. 

While this device was entirely operative and, with light loads, 
reasonably successful, it was not well adapted to transmitting any 
considerable amount of power, owing to the very small area of 
contact surface between the cones and the belt, the pressure upon 
which had to be excessive in order to transmit the power required 
even for light work. 

Unusually large cones would no doubt have added materially 
to its transmitting power, but as a practical mechanism it was not 
the success that its admirers hoped it would be. 


CHAPTER IX 


LATHE ATTACHMENTS 

Special forms of tum^ work. Attachment for machining concave and 
eoni-ex surfaces. Attachment for forming semicircular grooves in 
rolling mill rolls. Device for turning balls or spherical work. Turning 
curved rolls. A German device for machining concave surfaces. A ^ 

similar device for convex surfaces. Making milling cutters. Hacking 
off or relieving attachment. Operation of the device. Cross-feed stop 
for lathes. Grinding attachments. The “home-made” attachment. 

Electrically driven grinding attachment. Center grinding attachment. 

Large grinding attachment. The Rivett-Dock thread-cutting attach- 
ment. 

While an engine lathe will readily turn straight and taper 
work, and will “face” work at right angles to the center line of , 

the lathe, or by means of the compound rest will turn or face at 
any angle, no means is provided for turning curved contours, as 
spheres, curved rolls smallest in the center, or largest in the center, 
as the case may be, or to “face up” convex or concave surfawts. 

These and many other forms must be made by the aid of some kind ^ 

of a device buUt for the special purpose and usually known under 
the general name of a “lathe attachment.” 

There are, of course, a great variety of jobs that can be economi- 
cally performed on a lathe if we are provided with the proper tools 
and a suitable “attachment” for handling them. 

It is not proposed to give here a complete list of these ever vary- ‘ 

ing kinds or types of lathe attachments or to exhaust the list of 
fon^ of work that may be machined by one or another of these 
devices, yet it may be interesting to present a few of the attach- 
rnents that are most likely to be needed, and in a general way those 
that the machinist may easily make for himself. 

It often happens that a large number of concave or convex sur- 
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faces have to be machined to accurate spherical forms, the pieces 
being of such dimensions or material that the usual forming tools 
are impractical, or that the variety of dimensions would render 
them too expensive. 

In these cases a special device must be designed which will 
properly fulfil the conditions and be capable of adjustment within 
a reasonable range of diameters of the work and the radii of the 
curves to be machined. 



Fig. 150. — Plan of Lathe Attachment for 
Forming Concave and Convex Surfaces. 


This may be accomplished by a special device attached to almost 
any ordinary lathe having a compound rest with a circular base, 
such as are now nearly always designed and built. The author 
has had occasion to design several of these devices, and the general 
form and arrangement of them has been as shown in the accom- 
panying engravings, in which Fig. 150 is a plan of the lathe 
carriage showing the circular feeding device; Fig. 151 is a front 
elevation showing the method of var 3 dng the feed to suit the 
material to be machined; and Fig. 152 shows a modification of 
the device for a different form of work. 

The various forms of work required to be done by a device of 



178 


MODERN LATHE PRACTICE 


this kind are most frequently for concaving vertical step bearings 
of various diameters from three inches up, and of radii varying in 
proportion, for forming concave and convex surfaces for ball and 
socket joints, for turning large spherical surfaces, and for forming 
semicircular grooves in rolls for rolling iron and steel bars. 

The construction and application of this device, as arranged on 
an ordinary lathe, is as follows. A machine steel ring A is forgoc 1, 
turned up, bored to a force fit to the circular portion of thc^ com- 
pound rest. Its outer surface is properly formed for a worm-gear, 
its teeth cut and bobbed and it is forced on, and innned if thought 
necessary. Engaging the teeth of this is the worm B, fi.x(Hl to a 
shaft C, journaled in the brackets D, D, which are fixed to the car- 
riage as shown. Upon the front end of the shaft C is the gear E, 



Pio. 151. — Front Elevation of Attachment. 


which may be removed and another size substituted for varying 
the rate of feed. Upon the front end of the cross-feed screw E is 
fiitted a removable gear G. Connecting the gears E and G is the 
intermediate gear H, carried upon a movable stud located in the 
stud-plate J, which is pivoted upon a projecting sleeve formed upon 
the front bracket D and held in any desired position by the clamp- 
ing screw K. By this arrangement the rate of feed may be con- 
veniently changed to suit different diameters of work and materials 
of varying degrees of hardness, the same as the usual change-gears 
of a lathe. By releasing the stud-plate J, the gears G and H may 
be thrown out of engagement temporarily, while the stud-plate J 
and the brackets D, D may be easily removed altogether, if it is 
desired to use the lathe for ordinary turning for any length of time. 

As the feed for this device is derived from the cross-feed screw 
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F, it is necessary to replace the usual solid nut in the shoe by a split 
nut (not shown) with the usual lever or eccentric device for open- 
ing and closing it as may be desired. A clutch device on the front 
end of the cross-feed screw F may be adopted, if desired, by having 
the cross-feed pinion N formed upon a sleeve projecting through 
to the front of the carriage and the gear G mounted upon it, and 
connected with, or disconnected from, the cross-feed screw F by 
sliding a double-faced clutch. 

In using this device for concave work held in a chuck or strapped 
to the face-plate, care must be taken to have the compound rest 
so adjusted on the carriage that when set parallel with the center 
line of the lathe its center will be exactly under that line, and that 
the horizontal distance from the point of the tool to the center 
of the compound rest will be the exact radius of the curve to be 
produced. 

If convex work is to be done the compound rest tool block must 
be drawn back far enough past the center to give the required 
radius of the convex curve. 

Figure 152 shows a compound rest tool 
block arranged for forming the semicircular 
grooves in rolling mill rolls. In this case the 
tool-post M may be made in two or more sizes, 
as some of the grooves are small enough to ne- 
cessitate quite a small tool-post. If a lathe 
is to be used exclusively for this work the compound rest may be 
removed entirely and a circular base provided, having worm-gear 
teeth cut in its edge. This will be held down in the same manner 
as the compound rest, and have fixed in a raised central portion 
tool-posts proper for the work for which it is designed. In any 
event it will be found necessary to construct the device in as strong 
a manner as possible, in order to prevent, as far as may be the 
chatter or vibration of the tool. 

The device as shown will be found to be economical to make 
and apply, as well as very convenient and efficient in its opera- 
tion. 

All machinists who have ever undertaken to turn balls or par- 
tially spherical surfaces know how difficult it is to produce a satis- 
factory piece of work, either as regards finish, time required, or 



Fig. 152. — Compound 
Rest of Attachment. 
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accuracy. In Fig. 153 is shown a compound rest coniuiiiing 
an attachment for doing this work. In Fig. 154 is a bottom view 
of the same for the purpose of showing the op(M7i(.ivc parbs. 

In its operation the lower slide or shoe A of tlu! eompoimd i'<‘st 
is fixed to the carriage. The cross-feed nut B is ti.xe<l to I hr mek 



Fig. 153. — Side Elevation of liull 'I’uniing 
Attachment. 


C, which engages with the idle pinion, D, wliie.Ii in turn (Uigugi'S t li(» 
gear E, which is fixed to the central stem of (he (‘.oinpound re.s( 
tool block F. 

When in use the cross-feed is connected and starlrd, and in- 
stead of moving the entire compound rest across tin* earringe as 
It ordinarily would, it moves only the ratdc C forward oi' lia<‘k, 
which motion, being transmitted by tlx^ pinion I), and gear I')’ 



Attachment. 


gear E, the shoe Tikg^^Uo tt 



he turnmg of curred rolls such M sho™ m Pig. mr, 
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vided for in the ordinary attachments sold with an engine lathe, 
and where this work is not done regularly so as to warrant the 

designing and building of an at- ^ 

tachrnent for the purpose, some | 

mechanism must be arranged for 

doing the work. 

The engravings in Fig. 156, ^ 

which is a cross section, and Fig. 

157, which is a plan, show how an 

ingenious machinist managed to 

do this. 

In the engravings, A is the bed 

of the lathe, B is the carriage, and L- 

C the compound rest. The curved Fia. 155 . — Forms of Convex and 
1 . i i 1 1 X J.1 1 1 1 Concave Rolls to be Turned, 

bar D is attached to the bed by 

means of suitable brackets at each end, as shown in Fig. 157. 
This bar is made exactly to the curve which the rolls are to have, 
both on its concave and its convex edges, and serves as a guide 
for moving the compound rest forward and back so as to produce 
the proper curve in its travel across the work. 


MSI] 



Fig. 156 . — Cross Section of Attachment for Turning Convex 
and Concave Rolls. 


To accomplish this travel the cross-feed screw nut E travels 
in a slot in the compound rest and may be fixed at any point therein 
by the screw F. Fixed to the rear end of the compound rest shoe 
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C is a bracket G, in which is pivoted the small friction roller H, 
which bears against the edge of the curved former bar D. Attached 
also to the compound rest is the weight K, by means of a cord 
which runs over a sleeve L, attached to the lathe carriage. 

In the use of this device the clamp screw F is tightened up so 
as to fix the cross-feed screw nut E in its place and the rough forging 
for the roU turned down nearly to the finish size and form in the 
usual manner. The clamp screw F is then loosened and the fric- 



tion roll H brought against the curved guide-bar D by the weight 
K, and the finishing cuts taken to the proper curve. 

When the rolls are to be made largest in the center, the guide- 
bar D is reversed, bringing its convex side next to the friction 
roller H. 

A similar attachment, or in fact this one, may be used to finish 
other curves, whether simple or compound, so long as the contour 
is made up of easy curves capable of being followed by the friction 
roller H, as shown in the engraving. Small pieces, say less than 
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six inches in length, may be more economically finished by means 
of forming tools. 

Another very desirable attachment for machining concave and 
convex surfaces is of German origin. Figure 158 shows a front 
elevation and Fig. 159 a plan of a lathe fitted with this attachment. 



Pig. 158. — Front Elevation of Attachment for Turning Concave Surfaces. 

It is very simple in its construction and consists of a radius bar A, 
which is pivoted at its rear end to a block D, and at its front end 
to the tool block of the compound rest at B. By reference to the 
plan in Fig. 159, it will be readily seen that as the cross-feed is 
operated, the compound rest must swing upon its center according 
to the radius of the bar A, and be governed by it. 



Fig. 159.- 


- Plan of Attachment for Turning Concave 
Surfaces. 


It is necessary for its practical working that all fits and adjust- 
ments must be nicely made and accurately set in order to have this 
attachment operative. Also, that unless the parts are all com- 
paratively heavy and rigid, the cuts made would of necessity be 
light ones, otherwise the tool would be likely to have considerable 
vibration and leave “chatter marks” in the work. 

It should also be remembered that for a large radius the tool 
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must project out farther from the center of the compound rest as 
in other attachments of the kind, since the radius bar has nothing 
to do with determining or governing the radius of the curve 
machined. 

Figure 160 is a front elevation and Fig, 161 a plan of a similar 



Fig. 160. — Front Elevation of Attachment for Turning Convex Surfaces. 


attachment to the above, and of like origin, having for its object 
the machining of convex surfaces. This is a more complex matter, 
and the manner in which it is accomplished is at once ingenious and 
practical, and, so far as the author is aware, is new in this country. 

In the design of an attachment so arranged as to effect the 
proper movement of the tool to produce a convex curve, that is, a 
drawing back of the cutting-tool as it advances, it is obvious that 
the length of the radius bar must be the same as the radius of the 
curve which it is to produce. The bar A is made to this length and 



Fig. 161. — Plan of Attachment for Turning Convex Surfaces. 

is pivoted at I to a slide K, free to move longitudinally on the lathe 
bed. The other end of the bar A is pivoted to a cross-slide F, 
which moves on a guide E, rigidly secured to the lathe bed. The 
carriage cross-slide has attached to it the roller G, which engages 
jaws in the slide F, and hence, as it is fed across the surface of the 
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woi k, t:hc .slide 1' is carried along with the carriage cross-shde The 
resultant (dTcct of the rnovetnent of the bar A is to move the block 
Jv along the lathe bed, and this movement is transmitted to the 
( !uiiag(‘ by iucau.s of the connecting bar L, this compound move- 
nuint c.auHing the point of the tool to describe an arc of which the 
Icngtli of the bar A is the radius. 

In^ this device, also, it is necessary to have all the parts strong 
and rigid, with bar'.s, studs, bolts, etc., much larger and of better 
nuichanical construction than those shown in the engraving, in 
ord(!r to insure accurate and well finished work as well that which 
will be economical in point of the time required to perform it. 

In making cutters for use in milling machines, gear cutters and 
the like, it is not sufl^cient that the correct form be given to the 
face or cutting edge of the teeth only. This form must be carried 
on to the back of the teeth so that in grinding the face of the teeth, 
when they have become dulled from use, they will still maintain 
their original and correct form. 

This would be a simple matter and might be readily accom- 
plished in forming up the blank in the lathe previous to cutting 
tlui teeth, if it wore not for the fact that there must be some “side 
(‘.kuirance ” allowed to the teeth. In other words, the teeth must 
b('. widest and the diameter of the cutter the largest across the 
cutting edge and the points of the teeth respectively, and the “form” 
(^airied back from this in a decreasing radius. 

This form is produced by the process known by the technical 
term of “backing off.” 

There arc various attachments in the market for performing 
this operation. The conditions of the case require that for each 
tooth of the cutter the forming tool must commence to cut 
at the cutting edge of the cutter, quickly move in toward the center 
until the cutting edge of the next tooth approaches, then fly back 
to tlu; original position ready for cutting the next tooth. This 
motion is repeated for each tooth, and the tool-holding device must 
be likewise capable of being constantly adjusted to the depth of 
the cut as the metal is cut away so as to reduce it until the cut 
comes quite near the cutting edge. 

From these conditions it will be seen that there must be a quick 
advance and an instantaneous return of the forming tool for each 
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tooth of the cutter. To produce this movement is the function 
of the “backing-off” or “relieving” attachment. 

An ingenious device of this kind is illustrated in Figs. 162, 163, 
and 164, of which Fig. 162 is a plan of the attachment. Fig. 163 



Fig. 162. — Attachment for “Backing-off’^ or 
“Relieving” the Teeth of Cutters. 


shows one of the actuating cams, and Fig. 164 shows the bracket 
and friction roller that rests against the actuating cam shown 
in Fig. 163. 

The construction of the device is as follows: Upon the small 
face-plate A of the lathe is fixed the actuating cam B, shown in Fig. 
163. Upon the swivel bar of a regular taper attachment C is fixed 
the bracket D, in the upper end of which is journaled the friction 



Ratchet Cam Fro. 164. — Brac- 

for “Backing- ket for Cam Rol- 

off’^ Attach- ler of “Backing- 

ment . off ” Attachment . 

roller E, which bears against the actuating cam B. The swivel bar 
is pivoted at F, as usual, and when used for the purposes of this 
attachment the clamping screws at either end (not shown) are left 
slightly loose so as to permit it to swivel slightly, and the friction 
roller E held tightly against the actuating cam B by means of a 
strong spring at H. K is the cutter to be backed off,’’ and L is 
the forming tool doing the work. 

The compound rest, or cross-slide, as the case may be, is con- 
nected to the taper attachment sliding block J by a pivot bolt G, 
in the usual manner. 
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The operation of the device is this. The swivel bar of the taper 
attachment forms a lever by which the motion derived from the 
actuating cam B is conveyed to the tool-holding device of the com- 
pound rest, the forming 
tool being drawn in as the 
friction roll E rides up on 
the cam tooth, and suddenly 
dropping back to its original 
position as the roller drops 
off the point of the cam 
tooth, the actuating cam 
always revolving in the di- 
rection indicated by the ar- 
row. 

There are two impor- 
tant advantages possessed 
by this arrangement. First, 
it is very economically and 
conveniently applied to an 
engine lathe having a taper 
attachment. Second, as the taper attachment swivel bar is used 
as a lever in obtaining the motion desired, this leverage may be 
as small or as great as desired by bringing the pivot bolts F and 
G nearer together or farther apart. Thus the amount of ^^clear- 
ance’’ given to the teeth 
of the cutter is entirely 
under the control of the 
operator, who can change 
or modify this condition 
at any time, even while 
the work is in progress, by 
simply moving the taper- 
attachment brackets to 
the right or left on the 
lathe bed. 

In Fig. 165 is shown the plan, and in Fig. 166 the elevation, 
of a convenient and practical stop for the cross-feed of an engine 
lathe. It is not only very useful in thread cutting but in getting 



Stop Attachment for Cross-Feed of Lathes. 
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accurate dimensions of both inside and outside work, as w('ll us (o 
accurately turn different diameters with the same tool and a( tiu* 
same setting. 

The construction of the device is as follows: Upon (ho cross- 
slide A is fitted the cross-feed stop B, constnie(<‘d as usual. 
Through this piece and into the tool block C jjasses th(> stop stud 
D, being fixed in the latter piece. This stud is (hr(>aded 20 to 
the inch, and the micrometer nuts E, E, gradual.('d in fit) spaces, 
thus giving a reading of .001, upon which (juarter thousamls may 
be easily determined. 

The micrometer nuts are recessed on the sid(' lu'xl to (Ih> food 
stop B, and provided with a waslier and short sjjiral spring, 'fla* 
washer is prevented from turning except with (lu* nut. hy a small 
pin in the nut and fitting in a suitable notch in (,li<‘ cdg<> of the 
washer. This washer is threaded the same as (ho nut, 10, and (h«‘ 
action of the spring causes friction enough on t,li(^ thn^ad to prevent 
the nut from turning by any jar to which th(‘ lal,ll(^ may Ik* suh- 
jected. This construction also excludes dirt and tnkc's' up wear 
when the device has been in use for any gnait, length of time. 

Two micrometer nuts are used so that inside as well jis outside 
work may be accurately turned. 


When different diameters are to he tunusl, stop levers of vary- 
ing thickness, one of which is shown at E, are used hy placing them 
on the stud G, and secured by the nut II and its spiral spring. 
This stop must, of course, be exactly one half (h(* dilTerenc<‘ hot w<*on' 
the large and the small diameter in thicknoss. In use it, is (uriusl 
down so as to come between the stop B and the mi(-rom<*tor nut 
E. When not in use it is turned over against (la* pin J. 'I' wo or 
more of these stops may be used without removing either of them 
provided the one next to the stop B is used first and the others 
aclaecl successively to it, or vice versa. 

Me su* an attachment aa the one l.cre »li„wn ia a valtmhi,. 
a^d to a careful operator, it is not an aMuraru-o tliat .u-cural,. 

cSerlcl''-wT°"f^ turned out when the „,K,r„l.,r I 

ailetrrorof nT T”f “f 'I"" 

e error of not coming closely up to it. Both tlu-sci (>rrorH have 

cau^d a great deal of trouble to shop foremen 

In these modern days and days of modern methods, wlum me- 
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chanical accuracy is the great desideratum, the subject of grinding 
cylindrical suifaces has absorbed a great deal of attention. It was 
long ago realized that it was next to impossible to construct a lathe 
so accurate that it was possible to turn a perfectly cylindrical piece 
of work upon it. 

Grinding was formerly used principally in the construction of 
gages of various forms, but particularly cylindrical gages. 4s 
grinding machines were simplified and improved it was found that 
the grinding processes were continually becoming more economical, 
and that therefore the extreme accuracy which such processes made 
possible could be applied to many other kinds or classes of work. 

Grinding as performed in an engine lathe was accomplished by 
a “home-made” grinding attachment, more or less crude, and bolted 
down to the lathe carriage, tool block, or compound rest. The 
spindle carried a grooved pulley from which a round leather belt 
went up to a wooden drmn hung up over the lathe and driven by a 
short belt from the lathe countershaft. This drmn was as lo ng as 
any grinding job was expected to be, since the roimd belt must 
needs travel to and fro upon it as the lathe carriage carried the 
grinding attachments over the length of the piece of work to be 
ground. 

It must be adnoitted that even with these crude devices much 
good work was accom- 
plished, and that the way 
was thus opened for the 
much better work that 
followed later on. 

With the introduction 
of electrical power and 
the ease with which 
small and compact mo- 
tors could be constructed, 
the convenience of driv- 
ing grinding devices was 
wooden drum is fast becoming a thing of the past. 

In Fig. 167 is given a view of one of the electrically driven lathe 
grinder attachments made by the Cincinnati Electrical Tool Com- 
pany. It may be held in the tool-post or tool-clamping device, and 



Fig. 167. — Tool-Post Grinding Attachment, 
made by Cincinnati Electric Tool Company. 

much increased and the old overhead 
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is entirely self-contained^ the emery wheel being attacdicMl to tlu^ 
shaft of the small electric motor within the metallic It is 

driven by the current coming through an ordinary incan(I(‘S(‘(mt- 
lamp cord. Its movements are regulated by the crank nam in 
front of the case, as well as by the cross and lateral f(H‘ding 
mechanism of the lathe. 

Its compact form, portability, and the convc^nicnice of atlacdn 
ing, using, and detaching, render it a very uscTiil latlu^ grind(‘r. It 
can be set at any angle so as to grind taper work ns wdl as straigld , 
and the centers of the lathe in which it is us(ul. 

Figure 168 is of a center-grinding attaclimeuit made by (lu^ 



Fig. 168. Lathe Center Ofnnclin/2: Attachment, made 
by the Hisey-Wolf Machine Company. 

ffisey-WoIf Machine Company, and is shown attncluHl io a Intlu^ 
m the proper position for grinding the liead-stock hike* 

the last example it consists of an electric motor wliow* shaft. carrloH 
the emery wheel. The shaft is arranged to travel (>ndwiK(- ns is 
necessary m center gnndmg, and is operated by imwis of the double 

Ty'rXTord 

Figure 169 represents a larger grinding attachmetit mndi* liv flu* 

samecompanyanddesignedfork^^^^^^ 

of the above devices. It is arranged to be bolted <lnwn upon (he 
lathe carriage, or a block attached to it so as to brine its cetiter uf 
e same height as that of the center line of the lathe It is drivi'n 

m the same manner as the last two devices. 
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The entire motor and case is attached to a square block having 
a vertically sliding surface planed upon it, and fitting the bolting- 
down and supporting bracket upon which it slides vertically, being 
adjusted as to height and held in any desired position by the double 
crank seen at the top. 

By extending the shafts of these motors, either temporarily 
or by having them so constructed when built, to the proper distance 
so as to carry the emery wheel at a considerable distance from the 
motor, they may be used for grinding the inside of cylindrical work, 
the longitudinal feed of the lathe being made use of to give the 
required travel for the wheel. 



Fig. 169. — A Larger Lathe Grinding Attachment, 
made by the Hisey-Wolf Machine Company. 


Should the inside work be conical it is entirely practical to 
attach the grinder to the compound rest, set at the proper angle and 
the wheel fed back and forth quite as readily as on straight work. 

Being electrically driven the device may be set with its shaft at 
right angles to the center line of the lathe, and face grinding may 
be conveniently performed. 

In fact there are hardly any of the ordinary grinding operations 
that are required to be done on centers that may not be performed 
by one of these grinders, even to cutters, reamers, and the like, by a 
little ingenuity in arranging for them. 

These points make such grinders of a great deal of value in 
ordinary machine shops and manufactories, and almost indispen- 
sable in the smaller shops where it is not always possible to get a 
regular grinding machine. 
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The Rivett-Dock thread-cutting attachment, shown in Fig. 
170, may with propriety be classed as a toolj but from its impor- 
tance in design, use, and effect it seems to deserve being classed as 
an attachment and so it is made a part of this chapter. 

Its construction and operation is as follows : The angle plate A 
is adapted to be bolted down on the tool block of the lathe, and 
upon its upright face is fitted the horizontal slide B, which may be 
moved forward and back by means of the lever C. The slide B has 
pivoted to it the circular cutter D, whose ten teeth are shaped in the 



Fig. 170. — The Rivett-Dock Thread Cutting 
Attachment. 


form of the thread. However, the full form of the thread is only 
given by the last one used in cutting the thread, the others being 
gradually cut away so that the first one hardly more than marks 
the location of the cut, the design being to cut the full thread at 
ten cuts, each successive tooth of the cutter cutting a little deeper 
until the tenth tooth shall have but a trifle to cut to finish the 
thread. 

It will be noticed that the tooth marked 0 in the engraving 
rests upon a projection E, which supports it in its cutting position 
to act upon the piece F which is being cut. The cutter having 
made one cut is withdrawn from contact with the work by the 
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handle C, by which motion the pawl G, pivoted at the top of the 
angle plate A; engages in the space between the teeth of the cuttei 
D, and causes it to rotate to the left just far enough to biding the 
next tooth into the cutting position. The withdrawal of the cutter 
from the support E permits its revolution. The cutter 5s then 
thrown forward and the next tooth is ready for the cub. This 
operation is repeated until all the teeth have been brought into the 
cutting position and made their cut in succession, and the thread is 
completed. 

The important point accomplished by this device is “that as 
there should be ten cuts made to complete a thread, the keen edge 
of the tool for finishing is liable to be lost in the earlier roughiing 
cuts. With this device the roughing cuts are made ^vith teeth 
designed for that work particularly, and the thread is broug:ht to a 
state of completion by what is practically ten different: tools. 
Hence a saving of time, both in cutting and in grinding tools, and the 
production of a smooth, accurately finished, and perfect thread. 


CHAPTER X 


RAPID CHANGE GEAR MECHANISMS 

What a rapid change gear device is. The old pin wheel and lantern pinion 
device. The first patent for a rapid change gear device. The inven- 
tors’ claims. Classification of rapid change gear devices. The 
inventors of rapid change gear devices. Paulson’s originality. 
'^Change gear devices” by the author. Le Blond’s quick change gear 
device. The Springfield rapid change gear attachment. Criticism of 
the device. The Bradford rapid change gear device. Judd’s quick 
change gear device. Newton’s quick change gear device. The Flather 
quick change gear device. 

By the term ^^rapid change gear^^ we understand that the mech- 
anism so denominated is one capable of perforniing all the func- 
tions of the former change-gears but without the necessity foi* 
exchanging one gear for another or one set of gears for another, 
that is, without removing a gear. 

These gears were formerly called ^^change-gears” because they 
were subject to change for each new operation of the lathe in whicdi 
their use was essential. 

In the old-fashioned chain lathe,” having a lead screw driven 
by ''pin wheels” and "lantern pinions,” which is illustrated and 
described in Chapter II, it will be seen that the builder had pro- 
vided for changing the pitch of the thread to be cut by changing 
only one gear. This was about the year 1830. In 1882, George A. 
Gray, Jr., obtained a patent, No. 252,760, for a change gear arrange- 
ment whose principal feature was that only one gear need be re- 
moved and changed to cut any of the usual threads. 

The first effort in the direction of devising a rapid change gear 
mechanism was, so far as the United States Patent Office is con- 
cerned, made by Edward Bancroft and William Sellers, who on 
February 7, 1854, obtained Patent No. 10,491, for a device con- 
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Slating of two cones of gears intermeshing, one set fast to the shaft 
and the otlier set adapted to fix any single gear to the shaft by 
means of a pin passing through a fixed flange and into a hole in 
a gear or the hub of a gear; the set being made with telescoping 
hubs, the ends of all coining against the fixed plate. It is interest- 
ing, in the light of present developments in this line, to read the 
first claim of their patent, so prophetic of the developments to come, 
as follows: "The method of varying the motions of the mandrel or 
screw-shaft, or leader, by means of two series of wheels of different 
diameters, and all of the wheels of one series being connected and 
turning together, and imparting motion to all the wheels of the 
second series with different degrees of velocity, substantially as 
described.” 

While a number of the later inventors claimed these same 
features of the mechanism and apparently considered themselves 
as the original inventors, it will be readily seen that the mechanical 
ideas involved in this invention anticipated their claims by a goodly 
number of years. 

In considering the question of rapid change gear devices it will 
be well to adopt some classification based upon their design or 
structural differences. We may then illustrate and describe these 
general classes by well-known or readily understood examples, 
whereby all devices of this kind may be more easily understood and 
their special features appreciated at their proper value. 

Thus we may classify these devices in their general groups as 
follows : 

First, those in which the gears representing the former change- 
gears are all placed on one shaft; 

Becond, those in which these gears were placed on several 
shafts or studs, and aiTanged in a circle; and 

Third, those in which neither of these arrangements existed. 

Of the first class, using what has become well known as the 
“cone of gears,” the most notable inventors are Bancroft and 
Sellers, Humphreys, Miles, Riley, Hyde, Joseph Flather, Peter and 
William Shellenback, Norton, William Shellenback, Herbert L. 
Flather, Ernest J Flather, Wheeler, Isler, Le Blond, Johnson and 
Wood. 

Of this number it was usual to use one or two cones of gears. 
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but this number did not seem to satisfy the ambition of some of the 
inventors, since one of them, Isler, used no less than six cones of 
gears. Usually these cones of gears were located under the head 
or in front of it, but sometimes within the bed. But Johnson, 
apparently being determined to have a cone of gears somewhere^ 
places them on a loose sleeve running on the main spindle. It 
remained for Wheeler to find a new location for his cone of gears by 
placing them in the apron. 

Among all these devices, as in other spheres of mechanical 
effort, the inventors produced mechanisms ranging all the way from 
^^good and bad, to indifferent.” 

Of the second class, that is, those who located the gears on short 
shafts arranged in a circle, the first to devise this arrangement was 
Edward Flather, who obtained patent No. 536,615, on April 2, 
1895, and was later followed by Benj. F. Burdick, William L. 
Shellenback, Edward A. Muller, and Herman R. Isler, in the order 
named, the latter’s last patent having been granted in 1902. 

Of the exceptional examples, included in class third, the most 
notable one is the invention of Carl J. Paulson, who adopted 
the very original method of making a series of rings fitting inside 
each other, cutting gear teeth on a portion of the face of each and 
arranging the proper mechanism to thrust out from its fellows, the 
gear having the desired number of teeth that might be needed. 
This was probably the most original of all the methods employed 
up to the present time. 

While this device was not a commercial success, it had a counter- 
part and was the prototype of a quite similar arrangement consist- 
ing of two sets of sleeves in line with each other and having teeth 
cut on their outer surfaces precisely as Paulson had done, and 
arranging them and their connecting gears in a more practical and 
operative combination. 

An interesting review might be written and illustrated of the 
various patented change gear mechanisms that have been invented 
since the days of Bancroft and Sellers, but it is hardly within the 
scope of this work to give the necessary space to this portion of 
lathe description. If the reader desires to pursue the subject in 
detail and to have dates, patent numbers, and illustrations from the 
drawings in the patent office, he is referred to a book by the author 
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entitled "Change Gear Devices,” wherein all this data is presented 
in detail. 

For the purposes of this work it will be sufficient to present a few 
of the more recent examples in this chapter and to call attention to 
the engravings of a number of others in other chapters wherein the 
lathes of pi-ominent builders are illustrated and the change gear 
devices shown. Among these are the lathes built by Hamilton 
Machine Tool Company, Bradford Machine Tool Company, Hendey 
Machine Tool Company, Prentice Brothers Company, Springfield 
Machine Company, etc. 



Fia. 171. — End Elevation of Le Blond’s Quick Change Gear Device. 


The quick change gear device designed by R. K. Le Blond is an 
interesting example of this type of mechanism. Figure 171 shows 
an end elevation of this lathe, and Figs. 172, 173, and 174 some of 
the details of the gearing. 

The lathe, with the exception of these features, is the same as 
the standard engine lathe built by this company, and the head- 
stock end is shown in Fig. 171, which gives a good idea of the 
exterior appearance of the change gear device. 
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The line drawing, Fig. 172, shows the connection between the 
feed box and the lathe spindle. The spindle gear A drives gear D 
on the stud D^, through tumbler gears B and C. The tumbler gears 

are of the regular construction used for 
reversing the motion of the carriage in 
screw cutting, so as to cut either right 
or left hand threads, as required. 

Motion is transmitted from the 
tumbler gears through gears D, E^, G, 
and H, which latter is on the driving- 
shaft of the feed box. In order, how- 
ever, to obtain a second series of feeds 
there is a telescopic slip gear located 
on the stud which can be made to 
mesh with gear G in place of pinion 
which is shown in mesh with gear G in the engraving. To accom- 
plish this, G rotates on a pin in a quadrant G^, which, by means of 
the clamping handle G^ and the stops G 2 and Gg can be brought 
into the correct position for gear G to mesh either with pinion E^ 
or gear F, as required. The hub of gear F is recessed so that it can 
be slid over pinion E^, thus bringing this gear in the same plane 
with gear G. Gears D and F and the pinion E^ all rotate with the 
stud, which is journaled in a bearing in the head-stock casting. 
The introduction of the telescopic gear F makes a change in the 
feed ratio of 4 to 1. 

Figure 173 is reproduced from the patent specification and 
shows clearly the mechanism of the feed box. A is the driving shaft 
and B the driven shaft, which in this case is represented as being 
one end of the lead screw, but in the actual lathe is connected with 
the latter by suitable intermediate gearing. However, the prin- 
ciple of the feed changes is the same in either case. Shaft B carries 
a cone of gears and shaft A an elongated spur gear C, which is the 
driving gear of the mechanism. 

Surrounding this elongated gear C is a cylindrical barrel D, 
which serves the double purpose of a casing for the gear and a 
bearing for a sliding bushing E, by means of which the adjustment 
of feed is effected. This bushing carries at F an intermediate 
gear which at all times is in mesh with gear C and can also be brought 



Fig. 172. — Sectional View of 
Le Blond’s Quick Change 
Gear Device. 
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into mesh with one of the gears in the cone by giving the bushing E 
a combined sliding and rotary motion on the barrel D. 

The portion of the barrel D which is toward the cone of gears is 
provided with a longitudinal slot, to allow the intermediate gear 
F to project through and mesh with gear C. The front portion of 
the barrel is provided with a series of holes, corresponding in num- 
ber and position to the gears of the cone, so that the bushing which 



EXTERIOR VIEW 

Fig. 173. — Details of Le Blond's Quick Change 
Gear Device. 


carries the intermediate gear F can be locked in its proper position 
for each gear by means of a spring pin, after the usual manner. 
The bushing which acts as carrier for the gear, and the barrel which 
■encases the elongated gear, are clearly represented in the detailed 
view of the mechanism, Fig. 173. 

Figure 174 is a view looking at rear of the mechanism and its 
casing, and shows the modifications that have been made in the 
device to adapt it to the engine lathe. The cone shaft carries be- 
sides the eight gears of the cone, an additional gear, K, and below 
this shaft, which is marked B, is the shaft L, which is connected 
directly to the feed rod R, and carries a sliding sleeve S, on which 
are two pinions, M and N. 


L I B R A R Y 
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In the position shown in this view power is transmitted from 
the cone shaft B to the gear N by means of the auxiliary pinion K, 
and as the sleeve S is splined to shaft L the motion is transmitted 
to this shaft and thence to the feed rod. By sliding the sleeve to 
the right, gear N no longer meshes with pinion K, but instead pinion 
M meshes with one of the gears of the cone, causing the feed rod 
to rotate at a faster speed. The lead screw T is driven from the 
feed rod by a slip gear W, in the usual manner. 

From the above description it will be seen that with the gear 
box itself eight changes of feed are obtained. The slip gear on the 
auxiliary shaft in the feed box makes 16 changes, and these 16 
changes are again doubled by the telescopic gear on stud D^, in 



Fig. 174 — . Rear View of Le Blondes Quick Change Gear Device. 


Fig. 2, making 32 changes and giving a range of threads from 3 to 
46 per inch, covering every standard thread, including llj. 

This entire range of threads can be made without stopping the 
lathe or removing a single gear. The feeds are four times the num- 
ber of threads per inch. It will be noticed that the compounding 
generally adopted on this style of lathe is done away with, and that 
wherever there are coarse feeds or heavy threads the increase comes 
directly from the 4 to 1 gear on the stud Dj, speeding up the 
feed mechanism of the feed box in the same proportion, so that it 
is placed under no additional strain. 

Figures 175 and 176 illustrate the “rapid change gear at^ 
tachment” of the Springfield Machine Tool Company’s “Ideal” 
lathe. They make use of the design placed in the second class, 
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that is, those which have their change-gears mounted upon studs 
or short shafts arranged in a circle. 

The change-gears are mounted in a gear box, shown at the left- 
hand side of the engraving. Fig. 175, the intermediate and head- 
stock spindle gears being those ordinarily used. The cover of the 
gear box is rotated about a central stud, and the gears are carried 



on the inside of the cover, arranged in a circle concentric with the 
case, and this circle brings the change-gears opposite the end of the 
lead screw by revolving the cover of the case. 

Referring to Fig. 176, the small clutch C moves a telescopic 
extension of the lead screw and enters it into a hole in the change- 
gear before the driving clutches between the change-gear and the 
extension come into contact. This device takes the bearing of 
the change-gear upon the extension for its support, and secures the 
change-gear to the lead screw as firmly as if fastened by a nut. In 
order to change the gear, the cover is revolved until the desired 
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I'j gear is opposite the center of the lead screw extension, when the 

:j small clutch is thrown. All of 'the eight change-gears are protected 

ij by the case except the top of the one which is in mesh with the 

;i intermediate gear. 

j| To give a sufficient range of pitches, a set of three pairs of gears is 

I provided in the head-stock to vary the speed of the intermediate 



gear. These are housed in the gear cases shown at the extreme 
end of the head-stock. These are clutched to their spindles by 
slipping them on until their clutches engage the spindles, which 
have clutches with their end sections reduced, as in the case of the 
lead screw shown at F in the sectional drawing. Fig. 176. These 
gears furnish ratios of from 1 to 1, 2 to 1, and 4 to 1. The last 
two may be reversed and five speeds may be given to the fixed 
pinion driving the intermediate gear. The intermediate gear 
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revolves on a fixed stud on a quadrant to which the handle is 
attadied, and is removed from contact by raising the quadrant. 

This lathe has a range of threads from 2 to 56 per inch, and a 
range of turning feeds from 8 to 224 turns per inch, and all the 
changes for any of these feeds or threads may be made while the 
lathe Ih running. 

The objection to this device is the inherent weakness of the 
mechanism when the gears are arranged upon short studs or shafts 
set around a circle. These cased-in gears must of necessity be 



comparatively small and of narrow face. The teeth must, from 
the same conditions, be of fine pitch. Their support must be by 
comparatively small shafts. All these conditions render the 
mechanism structurally weak and less rigid than such a device 
should be to stand the strains of high-speed steel and modern cuts. 

The Bradford Machine Tool Company build an ingenious 
rapid change gear device which is shown in the accompanying 
engravings, of which Fig. 177 is a front elevation. Fig. 178 an 
end elevation, and Figs. 179 and 180 are sectional views. 

The method of transmitting motion from the head spindle to the 
change-gear mechanism will be readily understood by reference to 
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Figs. 178 and 179. This mechanism is contained in a gear box 
located in front of the bed, as seen in these two figures. It contains 
at A a cone of eight gears carried on a shaft for driving the feed 
rod and screw, and a sliding gear B, which acts as a driver for the 
cone and may be dropped'into mesh with any one of the eight gears 
forming that member. The shaft-driving gear B carries loosely 
at the outer end three gears C, any one of which may be connected 
by a sliding key to the shaft. The three gears are rotated by gears 



Fig. 178. — Front Elevation of the Bradford Rapid Change Gear Device. 


mounted freely at D, the intermediate E carried on a long stud on 
quadrant F being engaged with one of the three in the set D. 

Now, leaving the gears in the positions shown, it is obvious that 
by operating the plunger controlling the key in gears C, twenty-four 
rates of feed may be obtained, or eight for each gear in set C. Then, 
by the three positions for intermediate E, the number of feed change 
is increased to seventy-two. 

At G will be noted a support for the driving gear which is formed 
solidly on its shaft. The bracket G is bolted to the quadrant and 
has the under part cut out to allow the intermediate gear to mesh 
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in the pinion, and as the bracket turns with the quadrant it sup- 
ports the pinion no matter which one of the three gears the inter- 
mediate may be in mesh with. 

Figure 180 shows the quick change gear cut entirely out, and 
ordinary change-gears used. It shows also on an enlarged scale the 
plunger and sliding key 
whereby one of the three 
gears C may be keyed to the 
shaft, allowing the other two 
to rotate loosely. The 
knurled knob can be taken 
off, allowing a gear of any 
required size to be put on 
the lead screw. The three 
gears are fitted with tool 
steel bushings, hardened and 
ground. The center gear has 
a keyway cut through, and 
each of the outside gears a 
keyway cut on one side only, 
allowing the knurled knob 
and plunger to be pulled in, 
out, or to central position. 

A spring pin holds the plun- 
ger when set. 

The locking device for the 
handle which controls the 
position of gear B is shown 
at H, Fig. 179, and consists 
of a shoe with a semicircular 
recess at the end which snaps under the heads of the locking 
screws, each screw head being of a conical form, as in the enlarged 
detail at P, Fig. 180, to fill a cavity in the under side of the con- 
trolling handle. 

The screws can be raised and lowered to allow the gear in the 
frame to mesh correctly with the gears of the case, thereby enabling 
the operator to use gears other than those ordinarily used, simply 
by adjusting the screws until the gears mesh properly. The rela- 
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Fig. 179. — Sectional Views of Bradford 
Rapid Change Gear Device. 
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tive positions of the eight screws will be seen in the front view near 
A, Fig. 178 

The threads cut with this gear range from 3 to 46 per inch, the 
screw-cutting feeds being 4J times the feeds for turning. 

The quick change gear device shown in section in Fig. 182, and 
in front elevation in Fig. 181, is the invention of Joseph Judd, a 
draftsman employed by the New Haven Manufacturing Com- 
pany. 

It is unique in that in all Other efforts at devising a quick change 
gear mechanism the shafts have been located parallel to each other. 



After much study of the subject in conjunction with the author, and 
after aU former devices known in the patent office had been thor- 
oughly investigated and studied and their features carefully classi- 
fied, after they had in fact all been dissected, as it were, the question 
of obtaining the most simple and direct acting device was sought 
by the process of elimination of the undesirable features of other 
devices, and Mr. Judd hit upon the idea of making the faces of 
the gears composing the “cone gears” slightly inclined instead 
of straight, and thus make it in reality what it had been before 
in name, a veritable cone of gears. 

While this form is not theoretically correct the difference is 
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very slight when, applied to a full-sized gear^ and the device operates 
much more smoothly than many would suppose. 

The device includes a cone of gears composed of seven members 
Lj and mounted upon the lead screw shaft P, to which they are 
fixed. Above this cone of gears is a pinion B, with an equally 
inclined face, and mounted upon the quill G so that it can be moved 
longitudinally to permit of its being engaged with any one of the 



seven gears below it. The quill or sleeve G is splined so that 
the pinion B may slide upon it, but must turn with it, in order to 
convey motion to the pinion B. The quill G is driven by the 
beveled pinion F keyed on the end. The pinion F, in turn, re- 
ceives its motion from the beveled pinion E, which is mounted on 
the change-gear shaft D, and which carries at its outer end the 
change-gear C. The shaft H, supporting the quill G, is mounted 
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in two eccentrics J, J, which give the beveled pinion B an in-and- 
out motion relative to the nest of gears when manipulated by the 
handle K for changing the gear ratio. 

The sliding pinion B is moved longitudinally to the position 
indicated by the index plate for the desired thread or feed, by means 
of the knob M, and after being engaged with the desired gear is 
held in position by the pin N. This pin enters a hole marked with 
the number of teeth of the gear with which the pinion is engaged, 
being, for instance, 48 in the engraving. This provides quick 
changes by steps between and including the ratio 32 to 56. 

For wider ranges on the lathes of 32-inch swing and larger, a 
stud-plate R is mounted on the hub Q at the left end of the gear 
box 0, carrying gears so arranged that threads from 2 to 14 may 



be cut, or feeds from 8 to 56 obtained without changing the posi- 
tion of the intermediate stud, the gears being so porportioned that 
as one is removed from the change-gear shaft E, it is used as the 
intermediate gear, and so on. 

Open washers are used on the ends of the studs so that no nuts 
have to be removed, thus making this portion of the change easily 
and quickly effected. 

On lathes of 18 to 28-inch swing, inclusive, four additional 
changes are provided. This is effected by adjusting gear A longi- 
tudinally, permitting it to be meshed with either of the intermediate 
gears, the intermediate gear in this case being compound; and by 
mounting two gears at C on the change gear shaft. 

These gears are of different diameters and both mesh with the 
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compound intermediate gear. A sliding spring key is provided by 
which either gear can be thrown into clutch with the shaft, thus 
giving the four changes without changing gears, the stud-plate 
having to be shifted on its pivot for two of the changes. 



Fig. 183. — Front Elevation of Newton’s Quick Change Gear Device. 


This gives a range from 1 to 15 threads per inch and feeds from 
4 to 60 per inch inclusive. By changing gear A, the other changes, 
of course, are readily obtained. 

It will be noticed that the device is very compact and very simple, 
requiring a less number of 
gears and other operative 
parts than almost any de- 
vice adapted to give a like 
number of useful changes. 

Figure 183 is a front 
elevation and Fig. 184 a 
partial cross section of the 
quick change gear device 
invented by Albert E. New- 
ton and applied to the 
lathes built by the Pren- 
tice Brothers Company. 

The inventor has directed his efforts to the production of an 
improved change speed gearing of suitable form for economical 
manufacture and installation and which would be conveniently 
handled to actuate the feed rod or the lead screw. 



Fig. 184. — Partial Cross Section of Newton’s 
Quick Change Gear Device. 
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The construction and operation of the device is as fol- 
lows; 

The lathe carriage may be actuated by the usual feed rod A 
or may be driven by the lead screw B when screw cutting. There 
is a bearing in the rear end of the head-stock for the shaft C and this 
is driven from the spindle through the usual tumbler gears arranged 
for the handy reversal of the shaft. 

There are three gears fastened to the shaft C and there is a sweep 
D having a transverse slot fitting a bolt threaded into the end of the 
lathe bed. The sweep or stud-plate can be turned about its sui)- 
porting hub and fixed in any position to which it is adjusted. By 
this means an intermediate gear can be put in mesh with any two 
of the six gears shown, and this forms a very convenient arrange- 
ment for a three-speed connection and avoids the use of an inter- 
changeable set of gears at this point, the change being made with 
gears already in position for the purpose. 

As vdll be noticed, the intermediate gear need be no greater in 
width than any of the six gears with which it meshes. 

A countershaft E carries a series of gears. On the shaft F is a 
forked lever G, and between the arras of the latter is a {)inion J with 
a key engaging the keyway cut in F. An intermediate gear in 
mesh with the pinion, is journaled on the stud extending betweem 
the parts of the forked lever G. The end of this lov(!r is turned 
upward and is provided with a handle. , A pin H is fitted in the 
ear extending from the lever and is controlled by a spring-pressed 
trigger carried by the handle. 

A cover plate is secured to the bed to form a box over the change- 
gears, and the front lower edge of the plate, as illustrated in Fig. 183 
has a guiding rib supporting the pin H. A series of holes is bored 
in the cover plate and in line with the gear-wheels. The forked 
lever G and the pinion J can be slid along the shaft F, and opposite 
the proper gear the handle may be lifted and locked in place by 
means of the pin H. 

The end of the countershaft E projects through the right-hand 
journal and has a keyway cut in it. A slip pinion K is fitted on this 
projecting end and has a key engaging the keyway. A gear N is 
on the end of the lead screw B. The gear L has a hub fitted in the 
beanng supporting the left-hand end of the feed rod A. The gear 
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L is provulcnl wiihc.lutcli tooth to match teeth ona clutch M arranged 
at (ho (^nd of the rod A. 

A spring normally keeps the toothed parts in contact. An 
adjustable collar on tlic food rod enables the carriage to be auto- 
inadcally stopijod wluai a i)re<lotormincd point in the travel is 
r((a(‘li('d. Tlu^ slij) pinion K on the end of the countershaft E can 
l)(i adjusted to engage either the gear N on the lead screw or the 
g(Mir L tiiat ac.tuatos the food rod. 

Tlui stop g(uxring on tlio countershaft E permits the same change 
specal gearing to drive the feed rod or the lead screw and that when 





Fia. 185. ■ 


• Front Klcvation of Klather's Quick Change 
Gear Device. 


either member is in use the other is idle. The arrangement of the 
c-ountershaft E and the shaft F allows them and their gearing to be 
aHHombkal on the Ixmc.h. 

Tlui lead screw and the feed rod can be applied to the machine 
by bolting the brackets which support the lathe to the bed. Then 
t he supporting bracket is put in position so that the triple gears will 
(a)me in the samtf plane with their mates, and that the countershaft 
E will be in lino for the engagement of the slip pinion K with either 
gears M or N. 

Figure 185 gives a front elevation and Fig. 186 a rear elevation 
of the Flathcr quick change gear device, which is a simple and 
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practical device and apparently well adapted for the purpose, as 
most of their devices are and have been for many years. 

From here the motion is transmitted by a train of gears, which 
will be described later, to the gear D, which drives shaft A in the 
feed box. This shaft is cut for a part of its length with teeth to 
form a long pinion, .and on this portion slides the lever E. The 
shaft B carries the cone of gears usual in arrangements of this 
kind, and pivoted in the lever E, but not shown in any of these cuts, 
is the usual intermediate gear, which meshes with the teeth cut in 
the shaft A, and can be brought into mesh with any of the series 
of gears on the shaft B. 



Fig. 186. — Rear Elevation of Flather^s Quick Change Gear Device. 


The locking pin F locates the lever in each of its different po- 
sitions by entering into the appropriate hole drilled in the face of the 
gear box. G is a steel plate fastened to the lower edge of the box, 
and provided with a notch to match each locking pin hole. A pro- 
jection on the inside of the lever E enters one of these notches, and 
prevents the lever from being shifted along the shaft until the inter- 
mediate gear has been dropped clear of the gears on the shaft B. 

A new feature in this device is the fact that means are provided 
in the gear box for giving three different speeds to the feed rod or 
lead screw for each position of lever F. The shaft C has turning 
loosely upon it two gears, H and J, whose hubs are cut to the form 
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of clutch teeth. Between these two gears is a third one marked I, 
which has clutch teetli at both ends of its hub, and is splined to the 
shaft, but free to move endwise. An endwise movement is given 
to it through the lever K, which projects through the top of the 
box. 

When in the position shown, the motion is evidently trans- 
mitted from shaft B to shaft C through the gear I, and its mating 
gear in the series on the shaft B. The gear I may be thrown either 
to the right or left, and thus be disengaged from its mate, but con- 
nected by the clutch teeth on its hub with either of the gears H or J. 
As these are run by their corresponding drivers at different rates of 
speed, each position of the lever E, by shifting lever K, will give 
three different speeds, or twenty-seven in all. This is the usual 
way of changing the turning feeds in the shop of the manufacturer; 
the lever E being located at a suitable station, the roughing and 
finishing feeds are obtained by the lever K. 

The gear I has a spring pin in its hub which engages suitable 
depressions in shaft C, and thus prevents the lever K from being 
jarred out of position. The shaft C is extended through the gear 
box and carries a pinion and clutch L, which may be moved to the 
right to engage the clutch on the lead screw, or moved to the left 
to mesh with the gear on the feed-shaft. 

The 27 feeds and threads mentioned are further increased to 
54 by means of a sliding gear which meshes with the wide-faced 
gear D and is moved in or out by the projecting hub seen at M. 
Suitable gearing in the case N alters the ratio of rotation for these 
two positions. While this arrangement gives 54 feeds varying 
from 7 to 448 per inch, the threads from 2 to 128, the range is still 
further extended to permit the cutting of odd threads, metric 
pitches, etc., since the gear D may be removed and one of any 
suitable number of teeth inserted in its place. 


CHAPTER XI 


LATHE TOOLS, HIGH-SPEED STEEL, SPEEDS AND FEEDS, POWER ¥011 
CUTTING-TOOLS, ETC. 

Lathe tools in general. A set of regular tools. Tool angles. Materials and 
their characteristics. Their relation to the propca* form of tools. H(‘- 
havior of metals when being machined. The four re(|uisii(‘s for a l.ool. 
The strength of the tool. The form of the tool. I)(‘gr(‘(‘ of angles. 
Roughing and finishing tools. Spring tools. Tool-holdca’H. (Jrinding 
tools for tool-holders. Dimensions of tools for tool-holdcn-s. Tlu^ Arrti- 
strong tool-holders. Economy of the use of tool-hold(TH. Iligh-sjH'ed 
steel. A practical machinist's views on high-speed steel tools. Condi- 
tions of its use. Preparing the tool. Testing the tool. Sp(‘eds and 
feeds. Much difference of opinion. Grinding the tools. Amoufit of 
work accomplished by high-speed steel tools. Averages speu'd for lut h(*H 
of different swing. Speeds of high-speed steed drills. Mr. Wal((*r 
Brown's observations on high-speed steel. Its brittkau'SH. Its tnnil- 
ment. The secret of its successful treatment. Method of hankaung 
and tempering. Method of packing. Making sucauvssful ta[)H. SjanalH 
for the use of high-speed steel tools. Economy in tlui us(^ of high- 
speed steel tools. Old speeds for carbon steel tools. Mockn’n hp(hm1h. 
Relative speeds and feeds. Modern feeds for difft'nmt niatorialH. 
Lubrication of tools. The kind of lubricant. Api)lying th(‘ lubri- 
cant. Lubricating oils. Soapy mixtures. Formula for lubrit*aling 
compound. Improper lubricants. Various methods of applying lubri- 
cants. The gravity feed. Tank for lubricant. Pump for* lubricant. 
Power for driving machine tools. Calculating the power of a driving- 
belt.^ Impracticability of constructing power tables, ('olkuvt.iiig data 
relating to these subjects. Flather's “ Dynamometers and thc^ Trans- 
mission^of Power." Pressure on the tool. Method of (‘akmlathig it. 
Fiathers formula. Manchester Technology data. Pressun* on tools. 

With comparatively slight exceptions the ordinary lathe tools 
are of the same form as those used in the time of tlu^ old cliain lathe 
with a wooden bed. While the modern machinist has found some 
new shapes for special work and has been provided with all sorts 
and forms of tool-holders, and it is probable that many new and 
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perhaps improved forms will be brought out in the future, the 
same old forms will probably be used for a considerable part of 
lathe work as long as there is a lathe to use them on. 
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Pig. 187. — A Set of Ordinary Lathe Tools. 


A set of fourteen of these time-honored tools is shown in Fig. 
187, which are usually known by the following names, the numbers 
given in the engraving being referred to : 


1. Right-hand Side Tool. 

2. Left-hand Side Tool. 

3. Right Bent Side Tool. 

4. Right-hand Diamond Point. 

5. Left-hand Diamond Point. 

6. Round Nose Tool. 

7. Cutting-down Tool. 


8. Cutting-off Tool. 

9. Narrow Round Nose Tool. 

10. Wide Round Nose Tool. 

11. Inside Boring Tool. 

12. Straight Thread Tool. 

13. Bent Thread Tool. 

14. Inside Thread Tool. 
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In nearly all these tools their names indicate their uses, which 
is quite apparent also from their form. 

The question of the proper angles to which lathe tools should be 
formed is an important one and there are a good many theories in 
relation to the subject. It is a matter of continual discussion 
among shop-men who are inclined to disagree very much on the 
subject. It is altogether probable that this disagreement is not so 
much that the question is one impossible of solution as it is that 
each man determines the question for himself from the standpoint 
of his own experience and with the range of material with which 
he has to work : otherwise, with the conditions which govern the 
work under his observation. 

These conditions are so varied and so numerous that no fixed 
rules for forming tools to meet them all is possible. Some of them 
are these: 

We have ordinarily to handle such materials as tool steel, 
machine steel, steel castings, wrought iron, cast iron, bronze, brass, 
copper, aluminum, babbitt metal, hard rubber, vulcanized fiber, 
rawhide, and a number of others constantly coming to hand. These 
substances as here mentioned give a very wide range to the kind 
and shape of the tools that it will be proper to use. But there are 
varying degrees and conditions in the same material that still 
further complicate the question. 

Steel may be hard and brittle, or it may be soft and tough. It 
may be of any percentage of carbon up to and perhaps over one 
hundred points, and still we must make a tool to cut it. 

Wrought iron may have somewhat similar properties as steel, 
but, of course, in a much less degree. 

The alloys of copper commonly known as hard bronze, nickel 
bronze, gun metal, brass, yellow brass, and so on, through an 
almost endless variety of mixtures, will require almost as many 
different forms as must be used in turning the different grades of 
steel. 

And so it is to a greater or less extent with all the different 
materials with which we have to deal. 

In a general way we may say that the quality of the material 
we have to cut will influence the results in two ways : first, as to 
whether it is hard or soft, and second, whether it is crystalline or 
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fibrous. Its varying degrees of hardness or softness determine 
whether much or little can be removed in a given time; or, what 
amounts to the same thing, whether the speed of the cutting shall 
be fast or slow, and whether the feed shall be coarse or fine. Its 
crystalline or its fibrous nature will make considerable difference 
in the top angles of the tools, and this will be readily seen in the 
tendency of the crystalline metal to break up into small chips, while 
the fibrous turnings will curl off into spiral or helical shavings. 
Therefore the fibrous material will have the sharper angle than that 
designed for the crystalline structure of metal. 

Of course all tools must be harder than the material they are to 
cut; at the same time they must not be so hard as to be brittle, or 
be made of a quality of steel that becomes brittle when hardened, 
but tough and strong and capable of maintaining their cutting- 
edge uninjured during their ordinary use. The fact that they do 
this will be best evidence of the correctness of their angles, provided 
they have clone the proper amount of work, that is, have been run 
under satisfactory conditions of speed and feed. 

In the proper design of a tool, with angles to suit the work, there 
are four points to be remembered, namely: cutting capacity, that 
is, as the machinist would say, to ^'dig in”; the right angle of relief 
or clearance; proper strength; and durability or lasting quality of 
edge and point. 

That these are not simply distinctions without a difference is 
seen if we analyze the question a moment. Cutting capacity is the 
tendency to dig into the work, to bury itself in the metal. This 
is directly opposed by the greater or less angle of clearance or relief. 
The tendency to bury itself in the work is due to the ^Take ” and the 
top angle, but principally to the rake in a slide tool and the top 
angle in a cutting-down tool. 

These points will be clear upon reference to the engraving, in 
which Fig. 188 show the angles for a slide tool, and Fig. 189 those 
for a cutting-down tool. 

As to the proper strength. The tool will be much stronger with 
more obtuse angles, yet more obtuse angles will be to the injury 
of its other qualities. Again, if the point or the edge is too keen, 
that is, at too acute an angle, its strength and durability are both 
jeopardized. 
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Hence we are forced to the conclusion that the form of the tool 
is not only largely governed by the kind and quality of the material 
to be acted upon, but is in itself, by reason of the conditions of its 
construction and use, very largely a question of compromises on the 
one side or the other, and frequently on both. 

Referring again to Fig. 
188 showing a side tool, and 
Fig. 189 showing a cutting- 
down tool, both of which 
are types of nearly all the 
various forms, attention is 
called to the various angles 
and their designations, which 
will apply equally well to 



Fig. 188. — The Proper Angles for a 
Side Tool. 


all cutting-tools. 

It will be seen that the clearance angle may be anywhere be- 
tween a vertical line and 10 degrees from it. The face angle may 
have a like variation although we frequently see tools having an 
angle as great as 25 degrees. The ^^rake^’ or top cutting angle will 
be any angle from horizontal to 25 degrees; seldom more. 

In a general way it may be said that in cutting steel the softer 
the material the more acute may be the angles, and that for very 
hard steel the angles must be very obtuse. 

For cutting wrought iron the tool with angles too acute is liable 
to bury itself in the work and break, on account of the fibrous 
nature of the material. 

Again, in tools for brass 
work the angles will be 
very slight, otherwise the 
tool will plunge into the 
work and spoil it. It is a 
common saying in the shop, 
when the relative angles of 
tools for steel and brass are discussed, Whatever you do for a 
steel tool, do the opposite for a brass tool.'' (The metals mentioned 
being those to be machined, of course:) And this is literally true 
as far as angles are concerned. 

In the general working of steel and cast iron in many shops where 



Fig. 189. - 


- The Proper Angles for a 
Cntting-down Tool. 
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the workiiK'n j'(>t th('ir tools from the tool-room ready ground, the 
tool aughss arc^ the same for both metals and of all degrees of hard- 
lusss, unh'ss tlu^ forcatian has spcH-ial work to do requiring a special 
form of t.ool. Another set of tool angles are used for brass and 
bronze. 

Wlum bronzes is very tougli as well as hard, a special form of 
tool will be reciuired, and this will sometimes very nearly approach 
the form of a tool for turning steel, including considerable rake and 
top angk'. ()ft('u a diamond-point tool is used. (See Nos. 4 and 5 
in Fig. IH7.) 

Tools ar(! of two general classes according to their use, that is, 
for roughing and for finishing. The former must be made mostly 
for st.T-t'ngih and arr^ intended for deep cuts, coarse feeds, and slower 
rates of specul; while the finishing tools are for high speeds, fine 
feeds, and shallow cuts. Fine feeds are not, however, always used, 
as it is a common (condition to use very light, scraping cuts, with a 
broad (.ool and a coarse feed. This is notably the case in finishing 
the insider of (mgine cylinders. The author has seen such a cut of 
lu'arly an inch husl, t,h(^ tool Ixdng very carefully ground and acting 
mor(( as a sc.rai)er tiian a cutting-tool. In this case the angles of 
th(^ tool w(U‘(^ very slight. 

On outside work, (hat is, turning rather than boring, a finishing 
tool with a broad cutting edge is frequently made of an inverted 
U-shaped form and called a 
"spring tool,” or a "goose- 
neck,” which is shown in 
Fig. H)b, th(^ cutting-edge 
A Ix'ing nearly straight 
across, or paralkd with the Fio. 190. -A Spring Tool or “Gooseneck.” 

surface of the work. When there seems to be too much "spring” 
in tiu; action of the tool, a small block of wood is inserted at B, to 
furnish some su[)port for the cutting edge and prevent chattering. 

d'his form of tool is not nearly as much used as formerly. In 
fact th{^ la(( 9 ' dcwek)i)inent of turning tools has been toward more 
situ[)le forms, which, under modem conditions, seem better adapted 
to the gC'iKd'al litu* of work. 

Whiles tlu'ir', arc still very many of the ordinary lathe tools such 
as has just Ix'en (k'seribed, that are in every-day use in nearly all 




220 


MODERN LATHE PRACTICE 


shops, the use of tool-holders, designed for holding tools made 
from small square or round rods of tool steel, has very much 
increased. 

This innovation was started before the advent of the now well- 
known ^'self-hardening,” or '^high-speed” tool steels, that have so 
changed machine shop conditions and which followed the intro- 
duction of '“Mushet” steel a number of years ago. 

These tool-holders have been made in great variety and pro- 
fusion and much ingenuity has been displayed in producing what 
each maker thinks is at once the most convenient, the strongest, 
and the best. 

Some of these holders use tools made by simply grinding a slight 
notch in the bar and breaking off pieces of the proper lengths, 
whose ends are ground to the desired form, while others require a 
special form of cutting-tool that is usually drop forged, fitted, and 
tempered. It is fair to assume that on general principles and for 
general use the tools made from a bar will be the most useful, since 



it is always the most convenient. The machinist having a bar of tool 
steel of the proper size may produce tools of any form, and to fit any 
of his different tool-holders, according to which is best suited to 
his particular work. 

The matter of grinding these tools is a very simple one. The 
regular shapes, and about all the shapes that will be needed, are 
shown in the engraving, Fig. 191, in which the angle is specified. 
Thread tools may, of course, be added to the list, and so also may 
some forms of inside boring and threading tools. 

The dimensions of the steel used for these tools for light lathe 
work is inch and J inch square. For medium lathe work, |, 
and i inch square. For heavy lathe work, f , f , 1, IJ inch 

square. 

There are many different brands and grades of so-called high- 
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speed or self-hardening steel. As between the leading brands there 
is very little difference in efficiency; some excelling slightly in one 
respect, or upon one class of materials to be machined, while 
another brand seems to work better on another. 

As to the best form of tool-holder, there will, of course, be 
honest differences of opinion, and each machinist will have his 
favorite forms. 

Probably there are more Armstrong tool-holders used than any 
other, and in Fig. 192 is given views of their' usual forms. Their 
uses are plainly indicted by their names and forms. 




STRAKGHT LATHE TOOL 




LEFT HAND CUT OFF TOOL 




Fig. 192 . — A Set of Armstrong Tool-Holders. 


In Fig. 193 is shown at A a good form of tool-holder for regular 
straight work. At B is shown a tool-holder and tool for cutting 
threads. It will be seen that as this tool is of parallel form through- 
out its length, it is only necessary to grind off the top as it becomes 
dulled, and raise it to the proper position to compensate for the 
amount ground away, in order to always have a fresh surface and 
of proper cutting form and angle. 

The economy of the use of tool-holders should be apparent to 
any one who studies the conditions even superficially. 

The one fact that by their use the time and expense of the forging 
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and re-forging of tools is reduced to a minimum, and in fact may bo 
almost eliminated, the tools to be so treated consisting only of a 
very few special' tools for special jobs that cannot be con'veniontly 
reached by such tools as may be used in the tool-holders, is amply 
sufficient to warrant their use in every shop. 



The facility with which tools of different shapes that may Ix' r(v 
quired can be produced is also an important reason for tludr us('. 

Another reason is that when the shop is once (Hpiippc'd wi(h 
tool-holders, the cost for the steel for making the tools is V(u-y sliglit 
as compared -with the heavy forged tools formerly used. 

The modern demand for high-speed steel for lathe tools ami 
its high price makes it necessary, from reasons of economy, to uh(( 
small tools; hence tool-holders. 



In reference to the use of high-speed steel in a very largo and 
pneral way, for all classes of work upon which it is possibk^ to use 
it, there seems to be no doubt. It has been proven many times, in 
many places, under many conditions and on almost ovciry con- 
ceivable material that has to be handled in machine tools, that it 

has come to stay” and that any information regarding it is of 
practical use. 

The Mowing remarks, giving the experience of one practical 
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Hiul obKt'rviiiji; iuacliiiii.stwho.se name, unfortunately, is not at hand 
so that jiroiier cn-dit can be given him, are hero introduced as being 
valuable in (his connection, and practical from the machine shop 
jioint of view: 

‘"■(’he first thing is to make up one’s mind as to the quality or 
kind of steel to u.se, which means to be satisfied with the steel which 
has bec'U found to work be.st in one’s own shop. This has been a 
didic.ult matter for .superintendents and foremen to decide, because 
it. is so hard to discover the best way to determine which steel will 
do the most work, and experience has taught most of us that any 
of our high-speed steels, when properly treated, will do considerably 
more work than the machine is capable of. 

"I do not think it advisable to have too many different kinds of 
stock in the works; results depend entirely upon the way of forging 
and treating the tool. If the tool-maker is familiar with one or 
two grades of the best high-speed steel, and the quality is found 
satisfactory, and bringing about the best results that the machines 
can stand up to, the.se arc the steels that should be adopted. 

“Kach of tlrese steels must be treated differently, and if the tool- 
mak('r suc.c.(^eds in treating one grade properly and understanding 
it f.horoughly, it means much time saved and better results in the 
shop. 

“ In introducing the use of high-speed steel in a shop, like every- 
thing els(^ that is to bo a success, one must start right. That is, the 
work should lie undertaken by some responsible person — superin- 
temk'iit, foreman or speed boss, in other words, the man who is 
r(‘Hpon.sibl(i for the work turned out in the machine shop. All tools, 
of course^, have some particular way of treating, which should be 
understood by the person in charge. Now it is 'up to the forger.’ 

“Thc^ person in charge should sec that the tool has its proper 
tr(>at.ment, as success in most cases lies with the treatment. When 
the tool is finisluHl, and the superintendent or foreman is satisfied 
that it has l)een properly treated in accordance with directions, it 
is ready for grinding and for making a test. It should be ground on 
a wet (‘inery wheel, and care taken to heat the tool just so it can 
be touch(‘d witli the fingers. 

“The tool once ground and ready to do the work, the question 
often ari.st's, ' What lathe, planer, or machine are we going to put 
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it into?’ In most cases when a new tool is tried, it is put in u lallic*, 
to do turning; so naturally the superintomlont or foi'iunan would 
pick out the best lathe that was in the shop, i. c., the lat ho that was 
considered to have the most power. 

“Being now ready to make the test, it is getuu'ally t ried on steel : 
that is considered by most superintendents and forcuium the W'vc'f- 
est test to make. Take a piece of steel of almost any diatnetor, 
and of the quality most used in the shoj), and })r(^p!U'(! (o take* tlu‘ 
cut. It seems to puzzle most cveiy foixmian to know just what to 
do and where to start. I speak now of what I liav(‘ seen, and of 
the men who are sometimes sent by tlu^ sleel makcu-s to (l('iiion- 
strate the use of their steels. 

“I think the proper way is to get at kuisl. oiu' dozen shaflH of 
a standard size that are used in the regular litu^ of inoduet, and to 
first look up the exact time it took to finish or i-ough off tlu' previ- 
ous lot; then to determine about what pc‘rcent,ag(‘ of lime would 
be considered a fair gain to warrant adopting th(' stool, hasod on 
the price per pound of the steel being used. Let it h(* ha, sod at 
25 per cent, which I find in most shops can he aeeotiiplishod, and 
the lathe be speeded up faster than when the last lot was lurnod, 
starting with thesarnefecd and about Ihosanu'eut, winch most, any 
lathe will stand. The superintendent finds, aftc'r lie lias rotighod 
off about two or three pieces, that the tool wsuim to slaad up nil 
right. 

“The next step is to find out about tho sikssIh and fe<‘d.s. The 
first thing is to increase the food with the same s]K'('d tin* luaehhio 
is running at. In most cases which I have! seen, after tin' tool lias 
traveled a certain distance the cutting edge would break or enimhlo, 
and the foreman would say, Must as I cxiieeted. All this high- 
speed steel will do the same thing!’ forgetting he liad just hei'ji 
doing- over 25 per cent more work than ever hefori', without the 
least bit of trouble. 

Now the tool is taken out and looked over, and it i.s found that 
a portion of its cutting edge has been brokc'ti off. Hert' is wliert> 
most foremen make a mistake; they take the (.ool hack to the 
forger or tool dresser to have it re-dressed aiul treated over. If 
It IS only broken off slightly and can be ground, even if it take ten 
or fifteen minutes to grind, it should he done by all means. My 
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fe experience has taught me it will prove a better tool than before, 

! but care must be taken not to overheat in grinding. 

\ ^^The tool is now put back in the lathe, which is started again; 

i and generally, to one’s astonishment, it will be found that the tool 

! will stand up all right. One should not be too anxious to break 

I the tool again (!), but should turn up two or three more pieces with 

1 an increase of feed, keeping a record of the time it takes to turn up 

I each piece. 

I ^^Once convinced that the tool will stay up all right with the 

I increase of feed, the foreman can increase the speed one step on the 

I cone. About the time this is done, it is found either that the belt 

I slips, the lathe is stalled, or the countershaft will not drive. (It is 

my opinion that in most all machines which have been built up to a 
^ year or so ago the countershafts are not strong enough in com- 

parison with the machine tools.) Now, no doubt if these things had 
not occurred the tool would have done better; but in this case, 
reduce the speed, and finish the twelve shafts, which it will probably 
be found can be done without grinding the tool. 

^^When the shafts are all roughed off and finished, the foreman 
will find to his great astonishment that by actual time the lathe 
has produced over 25 to 40 per cent more work than ever before: 
I allude to the lathe using most all ordinary tool steels. 

At this point it is up to the superintendent to see just where he 
is at, and he finds in looking around his shop that there is hardly a 
machine that he can’t speed up, but he also finds that the speeds 
on the countershafts are all too slow. This means that he has 
either got to increase his speed by increasing the main line, or buy 
new pulleys to increase his countershafts. 

^^In most instances it is advisable to increase the speed of the 
countershaft, but by doing this he generally finds that the counter- 
shaft will not stand the speed. If the machines are not too badly 
^ worn out, and he is satisfied that he can get at least 25 per cent more 

I work out of the tool by increasing the counter speed, by all means 

I let him get a new countershaft and treat each machine this way. 

I ^^No doubt the reader will know the results that some of us have 

arrived at in the last two years. In regard to cutting speeds and 
i feeds there has been and always will be difference of opinion, and it 

( is almost impossible to determine the right feeds and speeds, whether 
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it is for steel or cast iron, and for the oj)erati()nH of turning, planing, 
or milling; the work varies so in diflerent shops, that is, r(‘gnnting 
the construction of different pieces, the amount of nH‘(al tlua-e is (n 
remove from each piece, and how accurately tlu^ work has to hc^ 
done. 

^^There is no doubt in my mind that tlu^ inakd’s of Ingh-Hpcnal 
steel have awakened the management of diflc^xmt shops, and it is 
surprising the amount of work which can Ik^ ac(H)mplished (wem 
with the old machines, with very little ixxh'signing. Th(‘r(‘ is no 
question but that the machine shops whi(‘h do V(‘ry h(‘avy wcu’k 
have not the necessary power for tlu^ use of high“Sp(‘<‘(l stt‘(‘ls, as tiu* 
power should be used if the macliiiu's ar(‘ old oiu‘s. 

Referring again to the quesiion of grinding, I wish tostatc' that 
this is a very important factor in tlu^ use of high-sp{‘ed slt^ds. 1 
have seen much damage done to tlu^ tools, in many inH(anc(‘H mak- 
ing it necessary to treat them over, and, as W(^ all know, this takes 
much time. My recommendation for grinding is to let om* man 
grind all the tools, and be responsibk^ for tlami. Wlam a. lathe* 
hand or a machine hand wants his tool ground, lu^ simply givt*H it to 
the man who is responsible, and g(‘ts anoth(*r tin* sanu* si/a* and 
shape, these being always ke])t ground and r(*a<ly for Hcu’vicH*, In 
this way the tools are kc'pt uniform and ground alikt‘. 

^^In reference to the amount of work that, can Ik* aca'omjdislied 
on different machine tools, the writ(*r finds that tlu* IVtals have* lieeii 
altogether too fine on most makes of muchimss up to the* tiim* that 
they were redesigned for high-speed work. Now it has lK‘(*n 
demonstrated that high-speed steel has eonu* to stay, and we all 
know that it works better on roughing work than it dot*H on fininli- 
ing. If most of the product of tlu* machine d(*partmc*ii( in to hi* 
turned, it has come to the point wh(*re the majority of work mui^t 
be ground; and this is the only way to get good and acanirate work, 
especially where the strains of the cut spring t.lu* work. Moieovc*i% 
as it is not necessary to straighten the work to any grc*at (*xtent, it 
certainly means a great saving, as many of our r(*ad(‘rH know. Ttm 
writer is not a builder of grinders, but mer(*Iy speaks of the* saving 
it has been on his own work. 

Below is a fair average of the speeds that most any good miikii 
of lathe, planer, drill press or radial ought, to statu I wlu*n using 
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hIc(‘ 1. ICwry Intlio huH face-plate about the diameter 
of (he swiii^ or very near (hat. Take tlu' ijeripheral speed of same 
l)y re<‘t per minule; tla^ of a Warner cut-meter will give you 
tlu‘ ,sp(-(>ds iii.M(.ant.ly. 'rius is one of the handiest little tools that 
can he ohtaiiu'd, and no machine shop is complete without it. The 
spc'eil niusl. Ih‘ (.alum with the bedt on the largest step of the cone, 
witli dll' l)acl< gears in. Tlu^ speed of the following sizes of lathes, 
taken lr<»iu a large fac<(-pla(o with tlui slowest speed, I find to work 
V(‘ry well, and eonsiderahlc saving has been effected even on old 
lathes. Of course t.h<i f(>,o(ls will have to be determined by the 
amount of power available: 

“ 14-inch swing lathe; slowest speed with back gears in, 100 feet. 

10-inch swing lathe; slowest speed with back gears in, 90 feet. 

IS-inch swing lat.luv, slowest speed with back gears in, 85 feet. 

2()-inch swing lathe; slowest speed with back gears in, 75 feet. 

24-incli swing lathe; slowest speed with back gears in, 65 feet. 

.‘{O-inch swing lat.luv; slow('st speed with back gears in, 60 feet. 

.'lO-inch swing lathis; slow('st s[)eed with back gears in, 50 feet. 

42-inch swing lalluE slowest speed with back gears in, 30 feet. 

" Larger latlu's in j)roportion. 

“ Iligh-specsl twist drills, drilling cast iron, ought to drill the 
following, if W(i hav(' tlui i)ower and feeds: 

i-inch dianuder, speed 500 r.p.rn., 31 inches deep in one minute. 

§-ineh <liam(d.er, spetul 400 r.p.rn., 2| inches deep in one minute. 

J-in(*h (liametcr, spc'c.d 335 r.p.rn., 2^ inches deep in one minute. 

|-inch dianuder, spcsul 290 r.p.rn., 2,1 inches deep in one minute. 

1 -inch diaiiKdcr, sp(v.d 250 r.p.m., 21 inches deep in one minute, 

ll-inch dianuder, spc'cd 220 r.p.rn., 21 inches deep in one minute. 

l}-inch <liam<d.(n‘, speed 200 r.p.rn., 2 inches deep in one minute, 

li-ineh diameter, spc'ed 185 r.p.m., II inches deep in one minute, 

ll-ineh diameter, speed 175 r.p.m.. It inches deep in one minute. 

“ LargtU' ones in proportion. 

''Thes(^ spcHuls are all l)ased on a peripheral speed of 65 feet per 
mimit('. High-speed drills have done somewhat better than this, 
how<'ver, but (.aking into consideration the time of grinding, I find 
t liat t his sp('(>(l is a good average during a day’s run.” 
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Continuing the discussion of high-speed steel it may not lx* 
amkfi to say that it is yet in its infancy, and as far as <uui now fa^ 
judged it has a most brilliant futui’e before it. It has its short- 
coming as every comparatively new product has, but wIkui m'. con- 
sider how long it took to develop "imiehiiHuy skHil” to its preswit 
condition, we must admit that high-speed steel has a record that 
its friends may be proud of. 

One of its good friends, Mr. Walter Brown, has given us in the 
columns of “Machinery” some excellent i(l(‘as on this subje(d., in 
which he has taken much interest and of whicli lus has made matiy 
valuable observations and suggestions. Among oIIks- goixl (liing.s 
be says : 

“In spite of its shortcomings, how('ver, it is very (‘vid(‘ntly tli<‘ 
cutting-tool material of the futui’c', hoih ix'causc of i(.s sup(>rior 
qualities, all things considered, and of llu* likcliliocxl that ino,s(. 
of its present failings will be overcome jis manufacturers gel a Ix'l ler 
knowledge of its nature and behavior. 

“The chief difficulty in the way of its u.s(‘ now is il.s exceeding 
brittleness. Many a user has Ixicome discourage<l with I lie ri'sult 
of a few experiments and has, because of finding llial it hwked th<^ 
toughness of other steels, di.scarded its use enlinly. Mon'experiein t' 
would, if intelligently obtained, have demonstralcd without (pies- 
tion the great value of this new product of llie inclallurgist’s skill. 

“The question of brittleness is largely a (lucslion of treatment : 
and intelligent experience will very largely obviate Hu* difficulty 
so that it will be tough enough to stand up under any p!o|H'r con- 
ditions of work. Every tool-dresser knows how to liandh^ carhem 
tool steels, and is guided by his knowledge' of their (lualitics at 
different temperatures as indicated by their varying colors. When 
he gets a high-speed steel ho naturally trtuits it. much as ht^ would 
carbon steel. 

This is where most of the trouble begins. 'I'lu' smith must 
learn an entirely different set of color values and itu'lhods of treat- 
ment. He thinks that if he has succecsled in g<d.ting a hardn('.Hs 
greater than that of his file, he has done his jol). d’hal, howxwt'r, 
has nothing to do with the fitness of the tool. I have knowm cttKt's 
(with a certain make of steel) where the tool wtiuld dt» the Ix-st 
work while still soft enough to takes a good Swiss file. 
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other steels a similar degree of softness, or even a degree 
of hardness much greater than that of ordinary steel, would not 
work, the tool ^gumming up^ and rapidly burning up. The whole 
secret lies in getting the tool to such a heat, in the process of hard- 
ening, that the constituent molecules are mobile, and then ^draw- 
ing ’ it to the right point. 

^^When the tool-maker has mastered this secret, he can pro- 
duce a tool of high-speed steel as tough as any of carbon steel. 
The mastering of it is largely a matter of experience. Our own 
experiences have been so interesting and successful that I have 
thought they might prove of help to others, and I submit them 
herewith. 

^^The tools should be placed in a pipe or box, well surrounded 
with small pieces of coke, the packing case then being sealed up 
with fire clay. Small holes must be left for the escape of gases, 
otherwise the clay will blow out. The heating furnace should 
have been previously heated to a white heat. The packing case 
is left in the heat from one to three hours, according to size. When 
removed from the furnace, the box should be as near the bath of 
fish oil as may be, so that there will be no unnecessary delay in 
bringing from the gases of the packing case to the bath. 

Exposure to the air not only causes scale, and therefore varia- 
tion in size, but tends to affect the precision of the hardening 
process. Observance of this caution will prevent a variation of 
more than a thousandth of an inch in tools of moderate size. Car- 
bon steel usually varies several thousandths as a result of hardening. 

^'The method of packing will depend somewhat upon the shape 
of the tool. It is important to pack in such a way that all tools 
packed in one case be so placed as to be handled very quickly, and 
at once plunged into the bath, to prevent scaling by reason of con- 
tact with the air, as explained above. In case of milling cutters 
and key-seat cutters, a good way is to suspend them all from a rod, 
each separated from its neighbors by a slight space, sufficient to 
allow a free circulation of oil when plunged. Neglect of this caution 
will be very likely to cause cracks, from the unequal contraction of 
the cutters, the outer edges only being brought into immediate 
contact with the bath, and therefore shrinking more rapidly than 
the interior parts. 
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^^For taps, drills, and similar shaped tools, this hardening leaves 
the steel too brittle, and as soon as the tool has become a little dull 
it breaks off. To avoid this the tool can be drawn as can a carbon- 
steel tool. But here, too, a new set of color scales must be learned. 
The blue heat of carbon steel is not enough of the high-speed steel. 
The heat must be carried on until the metal reaches a greenish 
tinge. It is then allowed to cool in a dry place free from air drafts. 

^^It is now much tougher and softer than before. In case it 
needs still further softening, it can be done by reheating, bringing 
it to a faint red, dull enough to be perceptible only in a dark place 
(an empty nail keg is convenient for tliis use) and then cooled as 
before. We have made taps as small as inch in diameter to be 
used in an automatic nut tapping machine, about the hardest work 
to which a tap can be put, with gratifying results. 

^^In the test three taps cut 92,000 nuts, an average of almost 
31,000 nuts per tap; with carbon steel taps we cut 6,000 nuts per 
tap. No effort was made to speed up the machine, the test being 
one of durability only. The carbon steel taps cost about ten cents, 
and the high-speed taps about forty, or four times as much. 
The latter, however, cut about five times as many nuts. Besides 
this, there is also to be taken into account the more important 
saving in the time used formerly for stopping the machine, and re- 
moving and grinding taps, which is five times as great when carbon 
steel taps are used. 

^^This is not mentioned as a particularly demonstrative test, 
but merely to show that high-speed steel can be profitably used 
for small tools, if properly treated. Another place where we are 
using high-speed steel with profit and satisfaction in small tools is 
in drills. The saving here is very marked; but the statements and 
claims of several makers of such drills is not verified by our expe- 
rience. We find that we can run such a drill at about double 
the speed of the ordinary drill, and at the same time cut more 
holes. 

Makers of the new steels are in the habit of making large claims 
as to speeds attainable. We have tried about every such steel on 
the market, giving each a thorough test. Our experience usually 
bears out the moderate statements, and sometimes the extrava- 
gant ones, put forth by some makers as to what is possible. For 
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iiisliuicc, w(i h!iv(^ cut a ^ clup, feed, at a rate of 266 feet per 
mimit(‘ p(‘riplu>ral Hptuul, from a rod of machine steel. 

hucli Hp('(^dH ar<^ possible for short periods; but whoever buys 
a rapid cut.t iiifj; sUh'I with tlu; (>xpectatiori of maintaining such speed 
will b(‘ sadly disappoiided. Witli a fine feed, even four hundred 
fc('l per mituit(> can b(^ c.ut utuka- very favorable circumstances. 
Hut think of t.lu^ chip that comes off! In case of steel the chip is 
IK) such thing as we are accustomed to, breaking into short pieces 
and dropping into the box below. 

“At a speed of, say, two hundred feet per minute, the chip 
comes writhing and twisting, almost red hot, in a continuous length, 
shooting hw-e and there, everywhere but the chip box; and quick 
must be t,he workman that manages to keep well out of the way 
of it , for it ‘sticketii like a brother’ when once he gets tangled in it. 

“ Hossilily, in time, a way will be found to take care of such chips. 
Until this is done, however, a moderate speed is most desirable. We 
find that on steel, where there is no considerable thickness of metal 
to ri'inove, a sfx'ed of one hundred feet a minute is very satisfactory, 
’riiis allows taking care of cihps, and the tools stand up well under 
it. In turning gray iron, where the scale is to be removed, about 
seventy fi'ct |)er mimitii is giving us the best results. Naturally, 
howevm-, there biung so many different kinds of materials to work 
up, and ('acli one of these varying more or less themselves, there can 
he no set ruhf for speinl. Kach jol) will work out a rate for itself. 
'The main thing is to get out the job as fast and as well as possible, 
and at, the same time to lose as little time as may be in grinding the 
tool. 

“Anotlun- word about the saving to be effected. This will 
depimd among other things upon the number of machines that are 
run. If only one ma(‘hine runs on a job, there will not be a saving 
of two thirds simply because the speed is trebled. It must be 
nmiemberi'd that perhaps 50 per cent of the time for doing a job 
on a single machine is used in jigging the piece and setting the tool. 

“'The high init.ial cost of the new steels has made it necessary to 
dcvisii means for reducing the quantity of metal in the tools used. 
'I’he result, has bt'cn the production of some very ingenious schemes 
for holding cutters. ’The lathe tool holder is, of course, familiar 
to all. Milling cutters, hollow mills, and reamers with inserted 
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teethj are scarcely less familiar. It is now true that we are making 
all these tools with inserted cutters of rapid cutting steel at less cost 
than the old carbon steel tools. At the same time they are doing 
from three to ten times the work, and at a much greater speed. 

The question of speeds and feeds is an important one in con- 
nection with that of lathe tools, whether the old carbon steel is 
used or the new high-speed steel known as self-hardening is that 
selected. 

As has been said in the observation on the form and qualities of 
tools, a great deal depends, not only on the kind of metal worked, 
but also on the quality of the particular kind that is to be machined. 

With the old form of tools made from the old carbon steels, 
cast iron was turned at a speed of from 20 to 25 feet per minute ; 
soft steel, 25 to 30 feet; wrought iron, 35 to 45 feet; and ordinary 
brass at from 50 to 100 feet. 

With the present tools and methods such speeds are considered 
child’s play, and the speeds at which different materials are turned, 
assuming a medium grade of metal, will more likely be given as 


Soft Cast Iron 

50 to 

60 feet. 

Hard Cast Iron 


40 

11 

Hard Cast Steel 

30 to 

40 

u 

Soft Machine Steel 

30 to 

40 

It 

Hard Machine Steel 

20 to 

30 

it 

Wrought Iron 


45 

tl 

Tool Steel, Annealed 

20 to 

30 

It 

Tool Steel, not Annealed 

15 to 

20 

It 

Soft Brass 

110 to 130 

it 

Hard Brass 

90 to no 

tt 

Bronze 

60 to 

80 

tt 

Bronze, Gun Metal 


60 

It 

Grey or Red Fiber 


CO 

tl 


The feeds will not vary in the same proportion as the speeds, 
or in fact bear any fixed relation to them. 

A prominent writer on this subject says that: ^^An important 
point is, that other conditions being equal, the increase of speed 
involves a diminution of feed. Hence it is not possible to reduce 
the question of speeds and feeds to formulae, or tables.” 

This is hardly correct as to the fact of the inverse relation of 
speeds and feeds under varying circumstances, as the same author 
admits further on by saying: ^^Each class or job must be settled by 
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itself in the practice of any given shop.^^ He might have said, with 
each different material, and as to whether it is a roughing, sizing, 
or finishing cut. 

Some practical observations in point may not be amiss, as they 
are taken from actual practice and may be held as good mechanical 
data, with the use of high-speed steel. 

Roughing cuts in soft cast iron may be made with a feed as 
coarse as 4 to 5 per inch, with a tool whose leading corner is slightly 
rounded. 

Roughing cuts on soft machine steel forgings, 5 to 8 per inch. 

Sizing cuts on soft cast iron, 12 to 16 per inch. 

Sizing cuts on soft machine steel, 16 to 20 per inch. 

Finishing cuts on soft cast iron, with a narrow-point tool, may be 
from 15 to 25 per inch. 

Finishing cuts on soft machine steel, with a narrow-point tool, 
20 to 40 per inch. 

Finishing cuts on soft cast iron, with a wide point, practically 
straight-faced tool with corners slightly rounded, the feed may be, 
for soft cast iron, from 1 to 4 per inch. 

Under like circumstances, for soft machine steel, the cut may 
be from 4 to 8 per inch. 

In these different cuts the speeds may be substantially as stated 
in the table given above, except the last, in which case the speed 
must be very much slower, less than half the speeds there given. 

Further than these figures it will be found difficult to set down 
a range of speeds and feeds that will be of any practical value. It 
must be left for the superintendents, foremen, and mechanical 
engineers in charge of work to determine these facts and to adopt 
such standards as may be found by actual experiment is most 
satisfactory under the circumstances and conditions governing the 
work, and which will, of course, include a careful study of the 
materials that are to be machined. 

The lubrication of tools has a very considerable influence upon 
the performance of lathe tools, and when used should materially 
increase the output of the machines by permitting faster speeds, 
heavier cuts, and greater feeds. Lubrication prevents the friction 
that otherwise attends heavy cutting, and therefore prevents heat- 
ing to both the work and the tool. A steady stream flowing upon 


234 


MODERN LATHE PRACTICE 


the cutting-tool will tend to carry away such heat as will^ to a cer- 
tain extent, always take place. Naturally a well lubricated tool 
will last longer in proper condition Tor cutting than one that is 
not lubricated, as the friction of the metal across the edge of the 
tool will be much less. 

As to the kind of lubricant to be used, it will vary with the kind 
of metal to be machined and its condition. Cast iron will require no 
lubricant. In fact it is probable that any kind of a lubricant would 
be a detriment rather than a help when turning cast iron. The 
same may be said of ordinary yellow brass castings and the usual 
kinds of sheet brass, brass rods and tubes. But for bronze, and 
similar alloys containing a considerable portion of copper, it is 
always advisable to use a lubricant, and, if very hard and tough, 
oil is the proper lubricant. This is also true of the turning of 
wrought iron, malleable iron and steel, or steel castings. 

As to the kind of oil most appropriate, it is well known that 
lard oil leads all others. . On account of its high price, this oif is 
often replaced by a mixture of lard and other animal oils or fish 
oil. Mineral oil should not be used, as it fails to prevent the heat- 
ing of the work and the tool. Neither should a mixture of animal 
and mineral oils be made for such a purpose. 

For reasons of economy certain soapy mixtures are sold for 
these purposes. These are mixed with water to a consistency to 
flow freely, and often answer the purpose nearly as well as oil. They 
are more convenient and cleanly to use around the machine. 

While it is convenient to purchase these compounds, a good 
one is easily made by boiling for half an hour or more one half pound 
of sal soda, one pint lard oil, one pint soft soap, and water sufficient 
to make twenty quarts. The soda should first be dissolved in the 
water, and the oil and soap added successively while the mixture 
is hot. Should the mixture prove too thick to run freely from a 
drip can, or to pass through a lubricating pump, hot water should 
be added until the desired consistency is obtained. 

Any purchased preparation of this kind that has a tendency to 
rust the cast iron parts of the machine should be rejected, as it con- 
tains either acid or an excess of soda, and sometimes, even potash, 
all of which will be detrimental to the work and the machine as well 
as to the efficiency of the operations being performed. Trouble 
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will also be experienced with the pumps and pipes from becoming 
clogged by the undissolved portions of the compound. 

As to the means used for applying the lubricant, the first and 
most simple is a small, round bristle brush. This will answer well 
enough for short jobs and for small parts, but for larger work is 
rather a tedious process, requiring the constant attention of the 
operator, and thus limiting him to the work of a single machine. 
Oil is the lubricant usually applied with a brush. 

The gravity feed comes next in order. This is simply a ^^drip 
can,^' which is supported by a rod attached to the rear of the car- 
riage or compound rest. This can, holding a quart or more, is 
provided with a bent tube having a faucet, or stop-cock, attached 
at or near the bottom. It is kept filled by the operator pouring 
from a tray under the work such portions of the lubricant as drip 
off the work. 

As a constant stream of lubricant is always desirable, however 
large or small it may need to be, a small pump is resorted to. A 
small tank is located under the machine or near it, from which the 
pump draws its supply of the lubricant and forces it up through a 
jointed or flexible pipe to the tool. Its flow is regulated by a stop- 
cock as in the gravity feed. 

The tank is usually made of cast iron, ^d is divided into two 
parts by a vertical plate reaching up to within two or three inches of 
the top of the tank. The lubricant, as it flows from the tool, carries 
with it many fine chips which flow into one of these compartments, 
where the chips fall to the bottom while the lubricant fills the com- 
partment, flows over the vertical plate and into the other com- 
partment where the clear liquid is drawn off by the pump. This 
method is an improvement over the perforated metal plate or the 
wire gauze strainer. 

Usually these pumps and tanks may be purchased independ- 
ently of a machine and attached in any manner desired. As the 
pumps are usually of the rotary type, they may be driven from a 
small pulley on the countershaft of the lathe if no special provision 
for them has been made on the machine itself. 

While these lubricating devices are usually more appropriate 
for a turret lathe or similar machine than for an ordinary engine 
lathe, yet the class of work and the kind of material to be ma- 
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chined will be the deciding factor more often than the type of 
machine. 

It will be often desirable to know the power which is being con- 
sumed in operating a lathe on certain work for which data is required. 
For most purposes this can be sufficiently approximated by calcu- 
lating the power of the lathe from the width of the belt and its 
speed in feet per minute. 

For such purposes it is usual among mechanical engineers to 
consider that a one-inch belt traveling a thousand feet per minute 
will transmit one horse-power. This will give us a key to tbe entire 
calculation. 

For instance, if we have a piece of work 6 inches in diameter, 
we know that for every revolution it will move through a distance 
equal to its circumference, that is, 18.85 inches. If the cutting 
speed is 30 feet, or 360 inches, we can easily calculate that it must 
make 19.6 revolutions per minute. If the back gear ratio of the 
lathe is 12, and we are using the back gears, the cone must make 
12 times as many revolutions as the piece of work, or 235.2 revolu- 
tions per minute. If the step of the cone on which the belt is 
running is 19 inches, it will be practically 60 inches circumference, 
or 5 feet, and therefore the belt speed will be 1176.6 feet per minute, 
or 1.176 horse-power for every inch in width of belt. Now, assum- 
ing that the belt is 4 inches wide, we shall be using 4.7 horse-power, 
if we force the cut up to the full capacity of the belt to drive it. 

This calculation is for single belts. A double belt is expected 
to transmit double the power. 

It would be very interesting if we could make a table giving the 
power required to drive the lathe on all different diameters, for all 
different kinds and qualities of metal, when turned with all differ- 
ent forms of tools made from all different kinds of tool steels, and on 
all different designs of lathes. 

It would, however, be an almost endless task and would be of 
very little practical value when it had been accomplished. The 
conditions as noted above, and which are all practical, every-day 
conditions, are so many and so various that there would be found 
very seldom a repetition of them in regular machine shop work. 

To construct a table that should give the power required for 
different tools and metals worked upon in a certain shop, it would 
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be necessary to observe conditions, to collect and record data, and 
to make calculations from these individual conditions and cir- 
cumstances, in this particular shop. And this table, while of con- 
siderable value in this shop, and interesting to any mechanical 
engineer or shop economist, would not be a safe guide in any other 
shop until corrected by the data made by an extended series of 
observations, the time and expense of which would be nearly 
equal to those necessary to produce the original table. 

These remarks are not intended to discourage the desire to 
obtain such data. It is always commendable to search, observe, 
calculate, and ''dig out” all these and similar facts relating to the 
performance of machine tools, and such habits should be encouraged 
in all who have to do with this work. No labor of this kind is lost, 
since every item of such work adds to the sum total of our infor- 
mation and enriches the subject for us, and gives us a more secure 
and confident hold on the important questions involved in it. 

A still further reason for such observation and the recording 
of the data thus obtained is the constant changing of the design of 
machine tools, the constant changing of material to be worked upon, 
the infinite number of forms of the parts to be machined, and the 
thousand-and-one differing circumstances of their manufacture. 

A recent writer whose name, unfortunately, is not given, in 
discussing the question of the power required for taking the cuts 
in different metals and the pressure in the tool says : 

^'The most complete information on this subject is contained 
in Flather’s 'Dynamometers and the Transmission of Power,' in 
which are collected data from many tests upon various kinds of 
machine tools. Since the introduction of high-speed steel, however, 
conditions have changed so much that the deductions from the 
tables mentioned would be to a certain extent incorrect. Probably 
the most satisfactory way to determine the pressure on a tool is to 
obtain this from the power required to drive the machine when 
cutting. Knowing the horse-power, if we multiply this by 33,000 
we have the foot pounds per minute; dividing this by the cutting 
speed in feet per minute will give the pressure on the tool, neglect- 
ing the power lost in overcoming the frictional or other resistances 
in the machine itself. In tests upon high-speed cutting steels at 
the Manchester Municipal School of Technology, to which we shall 
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presently refer, it was found that the power absorbed by the ma- 
chine varied greatly with the temperature of the bearings and also 
with the speed. After the bearings become warm, the oil is more 
viscous, which makes an appreciable difference; and tests also show 
that it sometimes requires more power to run a lathe at high speed 
— as would be the case when filing a piece of work — than when 
taking a heavy cut at a slow speed. These facts indicate the degree 
of care necessary in arriving at reliable information upon the sub- 
ject of your inquiry. 

Referring to the tests in Flather’s text-book, we find the follow- 
ing formulas deduced from average results, which give the horse- 
power required to remove a given weight of cast iron, wrought 
iron or steel : 


For cast iron, horse-power equals 026 X W. 

For wrought iron, horse-power equals 03 X W. 

For steel, horse-power equals 044 X W. 


^^In each of these W is the weight in pounds of the metal re- 
moved per hour. 

^'The most complete information upon power required with 
high-speed steels is that obtained by the English tests at the Man- 
chester Municipal School of Technology. These are very elaborate 
and cannot easily be summarized, but the following statement of 
results will answer our purpose and throw some light on the sub- 
ject: 

CUTTING SOFT STEEL 


Weight, per Hour lIorHo-Power 

Light cut 105 3 

Heavy cut 445 15 

CUTTING CAST IRON 

Weight per Hour Horne- I^ower 

Light cut 42 1.7 

Heavy cut 198 5.5 


“Applying Flather’s formulas to these results we find that for 
steel the horse-power required would be 4.6, instead of 3, for light 
cutting; and 19.6, instead of 15, for heavy cutting. In the case of 
cast iron we find the horse-power would be 1.1, instead of 1.7, for 
light cutting; and 5.15, in place of 5.5, for heavy cutting. This 
would indicate that Flather’s formula for steel allows more power 
for soft steel than was shown to be actually required by the English 
tests, and will probably give ample power for a considerably harder 
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grade of steel. In the case of cast iron his formula appears to 
apply very closely; but giving results slightly too small. 

From these comparisons it would seem that the rule to multiply 
the weight of metal removed per hour by .04 would give a safe 
value for the horse-power for both steel and iron. 

Further examination of the results of the English tests shows 
that with the steel more metal was removed per horse-power when 
taking a heavy cut than when running at high speed and taking a 
light cut; while when cutting cast iron this condition was reversed. 

It was found that the cutting force did not vary much with the 
speed, because at high speed the cuts were light while at low speed 
the cuts were deeper and taken with a heavier feed. The pressure 
on the tool increased very rapidly as the tool became dull; but 
when the tool was in good cutting condition the following pressures 


were recorded: 

Tons 

For soft fluid compressed steel 115 

For medium fluid compressed steel 108 

For hard fluid compressed steel 150 

Tons 

For soft cast iron 51 

For medium cast iron 84 

For hard cast iron 82 


^^It will be noted in reviewing these pressures that those for 
steel appear to be a little irregular, but they are recorded in the 
results of the experiments cited.” 

This interesting subject might, with profit, be pursued much 
further and such investigation is earnestly recommended to the 
seeker after facts in this respect; but the limits of space will not 
permit a more elaborate exposition in this chapter. 


CHAPTER XII 


TESTING A LATHE 

Prime requisites of a good lathe. Importance of correct tests. The author's 
plan. Devices for testing alignment. Using the device. Adjustable 
straight-edge. Development of the plan. Special tools necessary. 
Proper fitting-up operations. Leveling up the lathe for testing. An 
inspector’s blank. The inspector’s duties. Testing lead screws. A 
device for the work. A micrometer surface gage. Its use in lathe 
testing. Proper paper for use in testing. Test piece for use on the 
face-plate. Testing the face-plate. A micrometer straight-edge. 
Allowable limits in testing different sized lathes. Inspection report 
on a lathe. Value of a complete and accurate report. 

Before entering upon the consideration of the work of the 
lathe in all its varied phases and by the different methods that are 
appropriate for the many classes of work with which we have to 
deal; it would seem proper to discuss the methods of testing the 
lathe to ascertain its condition before putting work upon it. 

In so doing we shall be able to direct attention to some of the 
prime requisites of a good lathe and how to ascertain whether the 
particular lathe in question possesses them or not. We should 
know whether the main spindle is exactly parallel with the V’s or 
not; both in a horizontal and a vertical plane; to know whether 
the carriage is at exactly right angles to the V^s or not; to know 
whether the head center and the tail center are exactly in line or 
not; and so on through the many requisite features of a good lathe; 
one that will ^Hurn straight; face flat and bore true.” 

The plan that will be given and the tools and implements used 
were devised by the author; who used them in testing hundreds of 
lathes and found them accurate and practical; and confidently 
recommends them to any mechanic having such duties to perform 
and a desire to perform that duty in the best and most accurate 
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manner, and to make the reports on the machines he tests of such 
a nature as to command the confidence and respect ahke of manu- 
facturer, purchaser, and user. 

At this time, when such extreme accuracy in machine tools 
is demanded, when it may be said that the machine tool that could 
be sold as a fairly good tool ten or even five years ago could scarcely 
be given away now; when a buyer critically tests every require- 
ment of the machine he buys, and oftentimes almost literally dis- 
sects it, it becomes necessary to adopt such methods and to provide 
such appliances as will insure a practical demonstration of its 
accuracy. Although the lathe is the oldest known machine tool 
we have, we are far from knowing all its capabilities and possi- 
bilities as yet, and each year finds some added good points brought 
out by the many workers in the field. 



Fig. 195. — Testing Alignment of Lathe Centers. 


But whatever may be its special form or construction it becomes 
a matter of vital importance to practically test it before it leaves 
the hands of the manufacturer. 

And that condition or those qualities which are important to 
the builders of machine tools are equally important to the purchaser 
who ^^pays good money and expects a good machine.^’ The suc- 
cess of the mechanic who runs the machine; and the officials under 
whom he works, is a matter that has its important bearing upon the 
question, since we cannot expect a high degree of efficiency with- 
out good machines. 

Therefore the proper appliances for making accurate tests of 
lathes are here presented. 

Figure 195 shows the general construction of the testing device, 
as applied to a lathe, for ascertaining the alignment of the head and 
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tail spindles. An arbor, A, is preferably constructed of thick steel 
tubing with hardened steel plugs fitted to and forced into the ends, 
which have been previously bored out. This arboi' is ground tinit^ 

and should be from 4 to (> 
inches longer than the di- 
ameter of the largest face- 
plate to be tested. 

Upon the arbor is accni- 
rately fitted a hardened and 
ground collar B. At the end 
of the arbor lUixt to IJu; ituv- 
plate the plug has a mortise a, 
made sciuare at one. (uxl ami 
at an angle at the other, as 
shown in Fig. 1!)(). At the 
angled end is fithal a k(^y b, 
with the usual proj(!ctions, to 
prevent it from dropping out, and controlled by (he thuinl)-sei-ew 
c. Passing through the mortise a is a bar C, carrying at its outer 
end a micrometer screw device, represented in detail in h'ig. 107. 
This consists of a bar D, of 
a size convenient to hold 
in the tool-post of the 
lathe as well as in the 
slotted end of the bar C, 
where it is clamped by the 
thumb-screw k. 

Pivoted to the bar D is 
the curved bar E, having 
pivoted to it the block F, 
which carries the micro- 
meter screw G, operated 
in the usual manner. The — Micromotor in Position to Tost. 





t^d thumb-screws d, e, fix these joints in any desired position, 
ihe use of this apparatus is as follows: Place the arbor in th<‘ 
lathe, slide the collar B up near the mortise a, clamp the micro- 
meter deduce m the tool-post in the position shown in the upper 
figure m Fig. 198, and bring the point of the micrometer screw 
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down upon the collar B, rotating the latter slightly to get the pres- 
sure just right. Slide the collar B to near the tail-stock, move the 
carriage down opposite to it and 
note if the micrometer screw rests 
upon the collar as before. If not, 
note on the graduations of the mi- 
crometer the amount that the tail 
spindle is high or low. 

It is assumed that the centers 
have previously lined fairly well 
sidewise. To set them accurately 
the same method as above is used, 
setting the micrometer device as 
shown in the lower figure in Fig. 

198. 

Supposing that the centers of 
the lathe have been found to line 
vertically and horizontally correct, 
we now desire to know if the back 
box of the head spindle is set in exact prolongation of the line of 
centers. Place the bar 0 in position and clamp the micrometer 
device in it, as shown in Fig. 195. Slowly revolve the tram device 
thus arranged, setting the micrometer screw to the nearest point in 
contact with the face-plate. Continue the revolution and with the 
micrometer screw ascertain the exact variations of the face-plate 


Fig. 199. — Straight-Edge for Testing the Cross Slide. 

from a perfect right angle with the line of centers. Having deter- 
mined the accuracy of alignment of the lathe, we now desire to test 
its accuracy of facing — whether it will face up a piece concave, 
convex, or exactly true, and to note the extent of the variation. 
Figure 199 shows an adjustable straight-edge for this purpose. 





Fig. 198. — Testing Alignment of 
the Tail-Stock Spindle. 
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H is a permanent straight-ejdge used only for adjusting the one 
applied to the fjKffi-plate. TMs is shown at K and has its lower 
edge formed ag^niwn in th^ section at the right, and has three 
blocks, Z, m, ana n,^slidir?g Upon it and fixed at any point by the 
thumb-screw Z.- .-^ixese blocks are set at such distances apart as 
' _^ill^'a'ccommudate- the_ size of the face-plate to be tested. The 
^ — bi’OXJkTTcarries a fixed'point, about of an inch in diameter at the 
point. Th^^l)Idck I carries a plain screw point s, used to adjust the 
device so that the micrometer screw r of the block m may be ad- 
justed at zero. To adjust these set the micrometer screw at zero 
and then bring the screw s up or down till all these points rest 
properly on the permanent straight-edge. 

To apply the device to the face-plate to be tested the surface 
w is placed downward on a short arbor, taking the place of the 
head center of the lathe and projecting about 6 inches from the 
face-plate. This not only furnishes a convenient support, but keeps 
the contact points at right angles to the face-plate. Keeping the 
points of the block n and the adjusting screw s in contact with the 
face-plate, the micrometer screw r may be set to the convexity 
or concavity of the plate, and the error read on the micrometer 
graduations p, in thousands of an inch, or even much finer. 

A subject thus important will necessarily have its developments 
and these should be made by actual experience in a practical 
manner. In developing these methods of testing a lathe, further 
instruments were necessary and are therefore described. In some 
cases where there are two methods of test, one of these was used 
and in some cases the other. Again, both were used and checked 
against each other. 

The special tools necessary for determining the accuracy of an 
engine lathe must, of course, be accurate and rehable, but they 
need not for this reason be elaborate or expensive, as the illustra- 
tions accompanying this article will readily show. Their descrip- 
tion and use will be fully explained as the process of inspection 
is proceeded with in the matter which follows. 

It is assumed that the lathe bed, as well as the head-stock, tail- 
stock and carriage, have been properly planed, the V^s shaped to the 
proper angle, and that the V’s of the bed have been scraped straight 
and true, removing as little of the metal as possible. The head- 
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stock, tail-stock, and carrriage should now be carefully scraped to 
fit the Vs of the bed. Their fair bearing may be easily ascertained 
by rubbing on a little of a mixture of the dry,^ red pigment com- 
nionly known among painters as ^^princess red,” or some similar 
<h*y color, mixed with a small portion of any oil that may be con- 
venient. The above color will be found to have this convenience : 
it will show almost black where the pressure is very severe and cor- 
respondingly lighter where the contact is less perfect. The scrap- 
ing should be continued until the contact spots do not exceed f 
inch from center to center, and the inspector should assure himself 
of this fact before these parts are finally fixed in position. 

The carriage should be run back and forth along the length of 
the bed to detect any slight curves that the bed may have taken 
.since it was planed, and if any are found they should be corrected 
l)y scraping. Of course the bed should be carefully leveled up and 
kept so during the time this scraping and fitting is going on. 

When the lathe is finally set up” or erected, great care should 
be taken to have it in as firm a foundation as is possible, and this 
recpiirement becomes all the more important as the lathe is larger 
and heavier. The bed should be carefully leveled both longitudi- 
nally and transversely, applying the level to the tops of the V’s at 
points not over four feet apart for large and heavy lathes, and 
not over three feet for small and medium sized ones. If this 
is not carefully attended to it will be difficult to determine with 
any reasonable degree of accuracy whether or not the lathe will 
l)ore truly, as a slight change in the tops of the V’s, throwing 
them out of a true plane, will defeat the test. 

Neither can proper tests by means of the carriage be made if 
the V’s on the bed are not so carefully leveled up as to be correctly 
in the same plane. 

Before proceeding to further describe this system of lathe test- 
ing, attention is called to the accompanying blank report for 
j)roperly recording the results of the inspection. It will be noticed 
that it is quite thorough, but a long experience in machine tool 
work brings us to the conclusion that there is not a superflu- 
ous observation or requirement in it. And it is recommended 
that lathe builders send a signed copy of this report to the cus- 
tomer who purchases the lathe, for his information and guidance 
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in testing the lathe for hinusclf when ho luus it. w't up iti Iuh uwti 
shop. 

There are many items of an inspector’s <luty not Iu'IH' enuiiK'rntc'il 
which, in a shop properly arrangcsl and managcul, will have Ix'en 
attended to as the parts are being made and asseiiihled. 'I’lnH 
relates only to the performance and outward condition of t he lat he 
when ready for its final inspe(d.ion. 

Lead screws should be tested before tlu'y an' put into tlu^ latlit^ 
of which they are to become a part. They should lie hi'ld on centerH 



Fig. 200. — Dovice forTcHtins Ixsad Hennv 'I’lmxKts, 


and may be tested for accuracy of thread by tin* dindee shown in 
Fig. 200, in which A is the lead screw to 1 h^ tesli'd, upon which is 
applied the main frame H of the device', sup|)ortt'd by its eapjs'd 
bearings C, D, the former just fitting ovi'f thi' top of the thread and 
the latter having either a babliit.t inc'tal lining east upon the fhrt'ad 
or being provided with a split sleeves in whieli this babbitt nut w 
cast. The latter arrangenuuit is best, [lartieularly vvlu'U lead screws 
of different pitches or different (liam(d,ers arc' to bec testc'd. 

In case of different diameters, the bccaring (’ should also !«> 
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bored large enough to allow of a suitable bushing being introduced. 
The frame B of the device is extended to the right to form a grooved 
support for the adjustable arm E, secured by the bolt c and ad- 
justed by the screw /. This arm is extended to form a graduated 
segment at g. Pivoted in the arm E is the indicating lever F, 
whose front end is formed to fit the thread of the lead screw A, and 
to whose rear end is fixed the indi- 
cating arm G, whose point rests on 
the graduations at g. 

The leverage and graduations are 
so arranged that thousandths of an 
inch are indicated by lineS; and a 
much smaller fraction may be readily 
perceived. In using this device that 
portion of the frame B between the 
bearings C, D, rests on the top of the 
compound rest, the lathe being ar- 
ranged for the same pitch as the lead 
screw to be tested. The screws hold- 
ing down the caps of the bearings 
C, D, are set up just close enough to 
insure a proper fit. The object of 
using a babbitted nut in the bearing 
D and applying the indicating lever 
F at some distance from it is three- 
fold. The influence of the lead screw 
of the lathe in use is not felt, there is 
very little friction on the point of 
the indicating lever F, and the rela- 
tive inequalities of the thread of the 
lead screw to be tested are rendered 
more obvious. 

Another very important and useful instrument in lathe testing 
is the micrometer surface gage, which is shown in Figs. 201 and 
202, in which all principal dimensions are given. 

The base A is of cast iron, the supporting rod B and the pointer 
h are of Crescent steel drill rod, and the other parts (excepting the 
spiral spring) are of tool steel. Its construction is readily under- 
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40 THOa.PER INCH 


stood from the drawings, special attention being called to the 
arrangement for securing the pointer 6, as shown in section in Fig. 
202, by means of the conically formed thumb-nut G, its clamping 
bolt H, and the conically formed receiver. 

The blocks C, D, are connected by the rod K, whose lower 

end is fixed in the block D and 
whose upper end passes up 
through the block C, where it is 
cut with a thread 40 to the inch, 
and provided with a graduated 
thumb-nut L, by means of which 
we may read thousandths of an 
inch, and even the quarters of 
that fraction are readily de- 
termined. 

Blocks C and D are forced 
apart by the spiral spring sur- 
rounding the rod K. In the use 
of this device the block D is se- 
cured by the thumb-screw F. 
The pointer b is then brought 
down near the work and is se- 
cured by the thumb-nut G. The 
thumb-nut E is now tightened 
just enough to hold it firmly, and 
the final adjustment made by 
means of the graduated thumb- 
nut L. 



Fig. 202.- 


■ Details of Micrometer 
Surface Gage. 


The lathe being ready for testing and the face-plate having been 
faced off, we begin with the test for alignment, as shown in Fig. 203, 
which is a rear elevation of a lathe ready to be tested, and Fig. 204 
a plan of the same. 

To ascertain the vertical alignment of the head spindle we place 
an accurately ground and properly fitted test bar A in the center 
hole of the head spindle and place the micrometer surface gage on 
the lathe V’s as shown in Fig. 203, first applying the pointer 6 at a 
point near the face-plate and then near the outer end of the test 
bar, as shown by dotted lines, using the micrometer-adjusting nut 
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L to ascertain the difference, if any. To render the touch of the 
pointer more sensitive a slip of paper should be drawn carefully 
between the test bar and the pointer. The best paper for this 
purpose is a hard calendered linen typewriter paper, three thou- 
sandths of an inch thick, as this paper runs very uniform in thick- 
ness. 
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Fig. 203. — Rear Elevation of Lathe being Tested for Alignment of 
Head-Stock and Tail-Stock Spindles. 


If the inner and outer V’s of the lathe are not of the same height, 
a parallel bar should be laid across the V^s and the micrometer 
surface gage placed upon it. In any event much care should be 
exercised to be sure that the gage base sits fairly on its support, 
as a slight scratch, or a burr, or the least bit of dirt, will defeat the 
object of the test. 
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Fig. 204. — Plan of Lathe being Tested for Alignment of Head-Stock 
and Tail-Stock Spindles. 

The vertical alignment of the tail spindle is tested in the same 
manner, as shown in Fig. 203. It may also be tested by bringing 
the pointer down on the spindle itself, when it is run back into the 
tail-stock, and again when it is run out as far as it will go. It 
sometimes happens that we shall get a different result by sliding 
the tail-stock to a different position on the bed. In this case we 
will probably find some inequality in the V’s to account for it. 
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To test the lateral alignment of the head spindle, a bar of the 
size of the ordinary lathe tool, with its front end bent to a right 
angle, and provided with a micrometer head, is placed in the com- 
pound rest as shown in Fig. 204, and the reading made in a manner 
similar to the last test. The lateral alignment of the tail spindle 
is tested in a similar manner, moving the carriage to the desired 
point. 

To ascertain the accuracy of the center hole in the head spindle, 
we may use our micrometer at the end of the test bar A, as shown 
in Fig. 204, and by turning the spindle a quarter of a turn at each 
reading we may ascertain its accuracy with certainty. 

The foregoing tests would seem to be sufficient to insure the 
correct boring of a job on this lathe. But it must not be forgotten 
that the error detected by the test, as shown in Fig. 204, will be 
doubled in boring a piece of work. 


Therefore the best test of ascertaining the boring quality of the 
lathe will be by bolting a cast iron test piece to the face-plate, as 
shown in Fig. 205. A very light cut is taken off from the raised por- 
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tions C, C, and measure- 
ments taken with the 
ljl[]j micrometer. This test for 
boring will be much more 
conclusive than attempt- 

iL 


/ 

ing to actually bore a piece 
^ of work, owing to the 

difficulty of making any 
boring tool, held in a com- 
pound rest, bore the same 



Fig. 205. — Test Piece for ascertaining if sized hole as both ends of 

Head-Stock Spindle is Parallel with the V’s. . ^ ioxoa* 

^ a piece from 12 to 30 inches 


long. In this connection a diagram and all necessary dimensions 
for test pieces for different sized lathes are given in Fig. 207. 

To test for the concavity or the convexity of the face-plate it is 
usual to use an ordinary straight-edge and three slips of paper. 
This may be nearly correct, but we have no means of knowing the 
exact amount of the error. For this reason the micrometer straight- 
edge shown, in Fig. 206 was designed. The stock A is slotted at 
each end, and in these slots are secured the outer points B, B, ca- 
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Fig. 206. — Micrometer Straight-Edge for 
Testing Face-Plates. 


pable of being adjusted to different diameters of face-plates, and 
are secured by the thumb-nuts C, C. The center point D is a microm- 
eter head, operated by the usual milled head E. 

In using this straight-edge it is first turned up on a fixed straight- 
edge and the center point 
adjusted so that the three 
points are accurately in 
line, using slips of paper 
to ascertain this correctly. 

The test bar is now placed 
in the head center hole 
and the flat space a of the 
straight-edge laid upon it for support. 

Slips of paper are now introduced between the points and the 
face-plate. The micrometer position is noted, and then adjusted 
to hold the center slip of paper, when a second reading will give 
convexity or concavity of the face-plate. 

The allowable limits of va- 
riation of lathes may be about 
as follows, viz. : 14 to 20-inch 
swing lathes, inclusive, .0005 
inch; 22 to 28-inch swing 
lathes, inclusive, .001 inch; 30 
to 48-inch swing lathes, inclu- 
sive, .002 inch; lathes larger 
than these, .003 inch. 

These limits apply to all 
the foregoing tests, the dis- 
tances between testing points 
to be as given in the table. 
Fig. 207. It should be under- 
stood that no convexity of a 
face-plate is to be allowed. 

The various other points of 
inspection as given in the re- 
port blank will need no special explanation, certainly not to men 
accustomed to this class of ofttimes tr 5 dng and delicate work. 
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Fig. 207. — Table giving Form and 
Dimensions for Test Pieces shown in 
Fig. 205. 
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INSPECTION REPORT ON LATHE 

NAME OF COMPANY 


Inspection No Date, inspection eointiUMiml 

Size of Lathe i)ate, inspection completed . 


Lathe prepared for inspection by 
Special features of Lathe 


1. Level longitudinally 

2. Level laterally 

3. Swing over the V’s 

4. Swing over the cai-riago 

5. Distance between ccnt(n-s 

6. Fitting of head-stock on V’s 

7. Fitting of tail-stock on Vs 

8. Fitting of carriage on V’s 

9. Bores, largo at inner end 

10. Bores, large at outer end 

11. Faces concave 

12. Head center, high at outer point. 

13. Head center, low at o\iter point . 

14. Head center, to the front at out(‘r 

point 

15. Head center, to the roar at ouPu- 

point 

16. Tail center, high at outer point. . 

17. Tail center, low at outer point... 

18. Tail center, to the front, at outer 

point 

19. Tail center, to the rear at outcu- 

point 

Remarks 


20. (kuitcM’ hole in head Hpliidk^ « . 

21. Hack gca.rH, run 

22. S(‘c(ui(i hack gcuirs, run ... . . 

23. lnl(‘rnal gt'ur, runs . 

21. bV(‘(l g<‘ars on h(*nd, run 

25. (’ompound g(‘ar.s, run . 

26. Apron gears, run 

27. Rack pinion W(»rks 

2S. host motion in ufu’on g(‘arH ..... 
29. Reverse device in apron. . . » . . , , . 


30. Lead screw . , , , , 

31. Tail spimlle sermv fits. 

32. (^rosH feral sennv’ fits ....... „ . . , , 

33. (kunp. rest Hvtvw fits . . . , 

31. App<uiran<*(‘ erf scrapral surfftra's. , 

35. Afrpearance of poltslunl mirffiecH . 

36. Finished corni''rH projHndy rcniiutett 

37. Wirlt h on cone steps ....... , _ , 

3S. ( ’lumgcvgearH fit, studs pr(»iterly. 

39. VVrem•h(^s fit properly . 

40. Srpinres for wrtuu’heM of uiitforiti 

sizr^H ............... . , . . . 


A critical exaniination of the above HhI <»f (lucHlious i.s inviUnl 
in order to fully appreciate (he value of su<‘h a thorough HyHtt.iu (tf 
tests both to the concern who builds the lathe ajul to h(* who pur- 
chases and uses it. Such a system will give a lu'nlthy tone to tin* 
workmanship of the shop, and when fairly met by (ht^ eonditiotis of 
the machines turned out will bo a source of pruU' to the workmen 
employed in it. 
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On th(' otlu'r luuul it will ^ivc' a fooling!; of confidence and se- 
<'un(y to the i)Ui'chas(‘r, who will nainrally fool that he is getting 
full vnlui' for tlu' inoiu'y he has Hpeud. in i)urchasing the machine. 
I'’urther, llu' latlu' going into tlu^ shop witli such prestige will 
naturally lx* lookcsl upon as a good inaehino, and more than the 
usual amount of care will ho hostowc'd upon it and upon the 
product which it turns out. 



CHAPTER XIII 


LATHE WORK 

The use of hand tools. Simple lathe work. Lathe centers. Care in reaming 
center holes. Locating the center. Use of the center square. Angle of 
centers. Lubrication of centers. Centering large pieces of work. 
Driving the work. Lathe dogs. The clamp dog. The die dog. The 
two-tailed dog. Lathe drivers. Using dogs on finished work. Clamp 
dog for taper work. Bolt dog. Methods of holding work that cannot 
be centered. Center rest work. Chuck work. Use of face-plate jaws. 
Lathe chucks. The Horton chuck. The Sweetland chuck. The 
Universal chuck. Face-plate jaws. A Horton four-jaw chuck. The 
Horton two-jaw chuck. A Cushman two-jaw chuck. Chucking cylin- 
drical work. Inside chucking. Chucking. Chucking work supported 
in a center rest. Pipe centers. Mortimer Parker's improved forms 
of pipe centers. Spider centers. Ball-thrust pipe centers. Lathe 
arbors or mandrels. Kinds of mandrels. Expanding arbors or man- 
drels. Making solid arbors. The taper of an arbor. Hardened and 
ground arbors. The Greenard arbor press. Its- advantages. 

In the chapter on lathe tools the subject of hand tools was 
purposely omitted, as their use has greatly diminished during the 
past few years, with the possible exception of their employment on 
small bench lathe work and on some kinds of brass work, and much 
of the work formerly done with hand tools is now done in the 
regular operations on the turret lathe, the screw machine, and with 
forming tools on ordinary engine lathes. 

Such hand tools as are still used in a limited degree will be 
referred to in the proper places in the following description of 
lathe work. 

When the apprentice is first put to work on a lathe it will prob- 
ably be the turning of a piece of shafting on centers, and his first 
duty will be to center it, that is, to drill and ream proper bearings 
for the center. If he is in a modern shop the old method of form- 
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ing the center hole by means of a prick-punch and a hammer will 
not be tolerated. Neither will the practice which succeeded it, 
that of drilling a small hole and then spreading it out or counter- 
sinking it with the center punch. The hole was once drilled with 
a ^'fiddle-bow drill/’ which was later replaced by the geared breast 
drill, which is very convenient for some jobs but not a tool to drill 
a good center hole with. 

Lathe centers should be accurately ground to an angle, at the 
point, of 60 degrees. Center grinding attachments are provided 
for this work (as shown in the chapter on lathe attachments). 




which will give a very perfect angle. Of course the center has been 
previously hardened so as to stand the wear of the revolving piece 
*of work. Nevertheless there should be considerable care exercised 
in drilling and reaming the center hole so that it shall really fit the 
angle of the center. There are various ways of doing this. The 
most convenient way is to use for this purpose a combined drill and 
countersink shown at A in Fig. 208, which will drill the center hole 
and countersink or ream it to the proper angle. These are made 
of various sizes to adapt them to the diameter and weight of the 
work to be centered. At B is shown another and older form of 
center reamer which is made by turning up the tool to the proper 
angle and then cutting away the upper half so as to give a cutting 
edge. 

The disadvantage of using this form is that two operations must 
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be performed, that of drilling, and afterwards reaming or counter- 
sinking. 

To center a piece of round material it may be first scribed” by 
the dividers or the hermaphrodite calipers (a caliper having one 
regular caliper leg and one pointed one, similar to the leg of dividers), 
which are set approximately to the radius of the piece, and three 
or four arcs marked across the previously chalked surface, forming 
a small triangle or a square, within which the first prick-punch mark 
is made. This is followed by the drilling. 

This may be more quickly done by a center square shown at 
C, Fig. 208, applying it as shown and scratching a line across the 
work, then turning the work about a quarter turn and scratching 
again in the same way. The intersection of these lines will be the 
center, which may then be marked with the prick-punch as before. 

The use of a centering machine will much facilitate the work 
on small and medium sized work. In this machine the work is 
held in a self-centering chuck, mounted on a short lathe bed and 
holding the piece of work exactly in line with and in front of the 
center drill and countersink shown at A, and held in a chuck carried 
by the spindle of the machine which has a head-stock quite like 
that of an ordinary lathe, and the spindle adapted to slide forward 
in drilling the hole. By the use of this machine the center drilling 
and countersinking will be in accurate alignment with the axis of 
the work, and with this drill the angles will be correct, the work 
and the center appearing as shown at D, in the above engraving. 

Should the form of a center reamer, or countersink, be too obtuse 
an angle the effect will be as seen at E, in which it is seen that the 
center bears only slightly near its point. It will thus be worn out 
of shape and quite naturally the axis of revolution will change. 

If the angle of the center hole is too acute the lathe center will 
only bear at the edge of the hole, as shown at F, and the tendency 
will be to wear a crease around the center at this point, and the 
work will finally ^^run out,” that is, the axis of revolution will 
change as in the last example. 

Should the drill and countersink not be in line with the axis of 
the work the result will be as shown at G, and the work will not 
only run out of true in a little time, but the lathe center is likely 
to be spoiled. 
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The proper lubrication of tail centers is important, otherwise 
the pressure will create so much friction that the center will heat 
and '^burn off/’ To prevent this some centers, particularly large 
ones, have an oil hole drilled in the point, which is left large enough 
for that purpose. This hole connects with one at right angles with 
it and opening beyond or outside of the end of the work, and through 
which oil may be introduced while the lathe is running, thus keep- 
ing the center always well lubricated. The plan is an excellent one 
on heavy work, or in fact on nearly all work in lathes of 24-inch 
swing and larger, and the larger the center the more benefit will be 
found in its application. 



Fig. 209. — Lathe Dogs. 


From these examples and remarks it will be seen that much 
depends on making the center holes of the right form if we expect 
to produce a good piece of turned work. 

In centering large pieces of work it is sometimes the custom to 
hold one end of the shaft or forging in a chuck on the main spindle 
of the lathe, and the other end in a steady rest, or center rest. The 
lathe is started and a pointed tool set in the tool-post is brought 
against the work and the center scratched into it as it revolves. 
This is quicker and more accurate than the scribing method, par- 
ticularly in the case of heavy and rough forgings. 

The piece of work 'having been properly centered, we apply to 
it a dog which serves to drive it and suspend it between the centers, 
first carefully oiling the tail-stock center and setting it up just 
tight enough to hold the work closely and without end motion. 

Lathe dogs are of various kinds. The most common kind is 
that shown at 1, in Fig. 209, which is fixed to the piece to be turned 
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by the set-screw and the work is driven by the tail of the dog enter- 
ing the driving slot in the small face-plate of the lathe. The clamp 
dog shown at 2 is useful for driving square or flat pieces, and is also 
frequently used for cylindrical work, which it is not so liable to mar 
as is the set-screw of the first form. 

At 3 is shown another form known as a die dog, the jaws being 
movable and closed up by the set-screw. The jaws being threaded 
may be applied to threaded work which is of such form that a dog 
cannot be placed upon any part but that which is threaded. 

At 4 is shown what is called a two-tailed dog, sometimes used on 
large work and driven from drivers” placed against the two tails. 
These drivers may be made for the purpose and consist of a piece 
of round steel of sufficient length to reach from the front of the face- 
plate out to and across the dog, and be secured to the face-plate 
by a cap screw, with a washer under its head, and coming through 
the face-plate from the back and into the end of the driver. Or it 
may have a shoulder and be held by a nut. 

More often, however, the driver is a bolt long enough for the 
purpose, with a sleeve made of a piece of gas pipe or a block of 
cast iron with a hole through it, which keeps the end of the bolt 
far enough to reach the dog. 

In placing dogs on finished work a piece of brass or copper should 
be put under the points of the set-screws to prevent marring the 
work. In using the clamp dog at 2 on finished work the pieces of 
brass or copper should also be used. 

Various other forms of dogs are used for special work and for 
very large work; as, for instance, two more or less curved bars and 
fastened together by bolts, somewhat in the form shown at 2, Fig. 
209. 

But in all cases the principle is the same, to clamp to the piece 
of work a device having formed upon it a projecting part, called 
the tail, by which the work may be rotated. 

In some cases when the clamp dog shown at 2 is much used on 
taper work the heads of the clamp screws are made in the form of 
eyes, and the upper cross bar or clamp bar has trunnions or bearings 
turned on each end which enter into the holes or eyes of the bolts. 
By this means the clamp bar may turn in its bearings sufficiently 
to have its flat side set fairly on the inclined surface of the taper. 
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In driving bolts which are to be threaded and in which the 
marks of the center hole in the top of the head are not objectionable, 
a “bolt dog” is used. This is simply an offset plate fastened to 
the face-plate by a single bolt and its free end slotted so as to em- 
brace the head of the bolt. This device is not much used at the 
present time as bolts and cap screws are usually made from a bar 
in the turret lathe at much less cost than is possible to produce 
them in an engine lathe. 

Lathe work that is not held suspended between centers must 
be held by one of the following methods, namely: bolted or clamped 
to the face-plate; held entirely in a chuck; one end held in a chuck 
and the other in a center rest; or secured to the carriage, or some 
part of it, as in boring jobs. One exception is made to these state- 
ments. This is that work may be held against the head spindle 
center by any convenient means, and the other end supported in 
a center rest. This is usually only resorted to for such work as 
boring and reaming and, with the exception of the advantage de- 
rived from accurate centering by means of the head spindle center, 
is not a very advisable method of running work in a lathe, par- 
ticularly when a chuck with truly concentric jaws is at hand. 

What is ordinarily called center rest work is all kinds in which 
one end is supported in a center rest. Of course this does not in- 
clude work held on centers and supported in the center or at any 
intermediate point by a center rest. In this case many machinists 
call it a “steady rest,” rather than a center rest, and this function 
may be readily performed by a back rest or what is called by some 
manufacturers a steady rest, which has the three jaws of the center 
rest, although they are not placed equidistant around the circle 
and the supporting casting is left open in front instead of being 
provided with a hinged top segment. 

Chuck work and face-plate work is very closely allied, and in 
fact very many face-plate jobs can readily be done in a chuck, and 
nearly all chuck jobs can be done if fixed to the face-plate in the 
usual manner. It is altogether probable that the first chuck made 
was simply a face-plate provided with jaws temporarily attached, 
and it is more than likely that these “jaws” consisted merely of 
blocks or studs fastened to the face-plate and provided with set- 
screws for holding the work. 
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One of the oldest chuck manufacturers was E. Horton^ who 
established the business in 1851. One of the Horton three-jaw 
chucks is shown in Fig. 210. 

At A is shown a face view of the finished chuck. It consists of 
a front and a back plate shown respectively at D and B. The 
jaws are moved in and out simultaneously, by means of the geared 
steel screws, the small bevel pinion formed on them engaging the 
circular steel rack C, which is enclosed in a deep groove or recess 
in the back plate B, as shown. At D is shown the front plate with 
the jaws in place, with the projecting portion at the back tapped 
to receive the steel screws, which are shown in place. The front 



Fig. 210. — The Horton Three-Jaw Chuck. 


and back plates fit each other closely, making a perfectly tight 
casing for the gearing and screws, so that no dirt, chips, etc., can 
possibly get into them and clog and injure the gearing. The jaws 
are forged solid, by which great strength is secured to withstand the 
strain of heavy work. 

At A, Fig. 211, is shown a Sweetland chuck, which in a general 
way is similar to the Horton chuck, but possesses some advantages, 
in that it may be used as a "universal” chuck, so called, in which 
all the jaws move simultaneously to or from the center, or it may be 
readily changed so that the jaws work independently of each other, 
thus adapting it to a large variety of irregular and eccentric work. 
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The design of the improvement is to make the chuck independ- 
ent as well as universal, thus combining two chucks in one. In 
the recess underneath the rack are the cam blocks, beveled to cor- 
respond with the level recess in the rack. The cam blocks are held 
in place by the convex spring washers, which allow them to be 
moved to or from the center without disturbing the nuts, the friction 
being sufficient to hold them in place. When moved to the outer 
portion of the rack they connect the gearing, making the chuck 
universal, and when moved inward they disconnect the gearing, 
thus making each screw independent. 

The advantage of making each screw independent, without dis- 
connecting the others from the gearing, is a feature not combined 
in any other chuck, and is an improvment fully appreciated by the 



Fig. 211. — Sweetland Four-Jaw Chuck, and Cushman Face-Plate Jaws. 


mechanic when adjusting the jaws for eccentric, concentric, or uni- 
versal work. For instance, the chuck having been used independ- 
ent, the workman wishes to change to universal, the jaws are moved 
inward until the outer end is true wdth the line on face of chuck; 
now each screw can be engaged with the rack separately by sliding 
the cam block outward. If one jaw is found to be out of true it 
can be disconnected and reset, leaving the others in mesh undis- 
turbed. 

This chuck has a large hole in center, and will allow a drill or 
reamer to pass through work without injury to face of chuck. 

The jaws, rack, and pinion screws are made from forged steel, 
and all wearing parts properly tempered. 

The bites” on the jaws are ground true after being hardened 
and tested thoroughly before coming out of the grinding machine. 
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At Fig. 211 are shown the face-plate jaws heretofore referred to, 
and which, w^hen attached to a face-plate, make a very serviceable 
and practical substitute for a chuck, and advisable to have from 
questions of economy, even on .lathes as small as 30-inch swing, 
while on lathes above 40-inch swing they are all the more useful, 
and on 50-inch swing and larger are almost indispensable, as tbe 
largest chucks usually made are 42-ineh and these arc very heavy 
and very expensive, while a set of four jaws for the face-plate may 
be had at a comparatively nominal cost. 

Figure 212 shows three forms of chucks. At A is a Horton 



Fig, 212. — Horton and Cushman Chucks. 


chuck with four jaws. It is built on the same plan as tlic three-jaw 
chuck shown in Fig. 210. 

At B is shown a Horton chuck with two jaws, whicli is very 
useful for certain classes of work, and better adapted than those of 
three or four jaws. 

Not only the Horton chucks but also those of other makers an^ 
built with two, three, four or six jaws, as the nature of the work 
may demand. 

At C is shown a Cushman two-jaw chuck, with provision for 
slip, or false jaws.” By this construction special jaws may b(^ 
made with faces of such contour as to fit the irregular form of tlui 
pieces to be machined. This form of chuck is used for the itiachin- 
ing of valve bodies ^d similar work, and is sometimes fitted with 
various indexmg devices by means of which the piece may be turned 
from side to side and held while various operations are performed. 

Special chucks are made of various forms and with a varying 
number of jaws, of a variety of different shapes, all of which are 
too numerous to illustrate or describe here. 

In chucking cylindrical work with a universal chuck of three 
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jaws the work is correctly centered by the chuck jaws^ provided 
there are no uneven places on the work, which by coming under 
either of the jaws tend to throw it out of true. Such work is usually 
that of boring, reaming, or facing, and similar work on the face or 
inside of the casting or forging, and such part of the outside as 
extends beyond the chuck jaws. 

It should not be forgotten that while we usually grip work upon 
the outside^ the chuck jaws work equally well by bearing against 
the inside of the work; for instance, the inside of the rim of a gear 
that is to be faced, bored, and reamed. 

When round rods or bars are to be machined or pieces cut from 
them, whether to be partly machined or not, a drill chuck, so called, 
is used. This is a two-jaw chuck, the jaws being of a variety of 
forms, from the shape shown in Fig. 212 to V-shaped jaws with 
interlocking teeth, the design of all of them being to hold the bar 
or drill firmly, with as little force applied to the right and left screw 
that operates them as possible. 

Work may be such that one end is held in the chuck and the 
other supported by the tail-stock center, or by a center rest whose 
jaws furnish a three-point bearing for the cylindrical surface of the 
work. While the method of supporting the work by the tail-stock 
center is used for work that is to be turned, the second method, that 
of supporting the work in a center rest, is better adapted for drilling 
and reaming operations. These operations may be wholly done 
with the drill and reamer, or by the use of an inside boring tool 
held in the tool-post of the compound rest. 

It is a common job to have to face up the flanges on the ends of 
pipe of various sizes. Sometimes these pipes are of wrought iron or 
steel with the flanges screwed on. Sometimes they are cast upon 
cast iron pipe. The ordinary method is to hold one end in a chuck 
and the other end on a ^'pipe center,^^ of one form or another. One 
form of these centers is called a spider center,” and often con- 
sists of any convenient casting, circular in form, that comes handy. 
With several set-screws tapped radially into its edges and adapted 
to be backed out against the inside of the pipe and firmly held, 
while a drilled and countersunk hole in the center affords a good 
bearing for the lathe center. Mr. Mortimer Parker suggests some 
improved forms which are shown in Fig. 213, in which A shows a 
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new spider center which is quite different from the old style B that 
requires, as shown, a block of wood against it to keep it from shov- 
ing in or twisting sideways when the center is pressed against it, 
or when a heavy cut is started. 

This improved center will stand a heavier cut and can be set 
quicker than the other style. If the outside is turned true with 
the hole the job can be set very readily. C, D, and E show end 
views of different forms of this center; and F, G, and H are differ- 
ent sizes with bronze bushings in the interior. 

At I is illustrated the manner in which a common cone center 



can be turned into a spider center by drilling three rows of holes 
and putting in set-screws and jam-nuts, only one set of screws being 
needed, as they can be used in either series of holes. 

A spider center allows room for the tool to clear when facing 
off the end of a flange, but a cone center does not. When the tool 
gets down to the center, as at J, it leaves a shoulder which must 
be turned off with a pointed tool. 

K is a center with a cone bearing at each end of the hole, which 
keeps free from play even if it does wear. Center L is less work to 
make, but does not turn around when a heavy cut is taken; hence a 
ball-thrust bearing should be used as at M for heavy work. 
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Center N works well in a heavy cut and is easily made. Center 
0 is less work to make than any of the others and also works well 
with heavy work. 

In facing up pipe flanges it is sometimes the practice to hold one 
end in the chuck and support the other end in a center rest. The 
disadvantage of this method is that the roughness of the out- 
side of the pipe is a very poor bearing for the center rest jaws 
and poor work in facing is likely to result, while the same pipe 
carried on a pipe center, in the same lathe, will be a creditable 
job. 

Lathe arbors are an important adjunct to lathe work. They 
are commonly called arbors although the old English name of 
mandrel is the proper word, as an arbor is properly a carrier for a 
tool, as a saw arbor, a milling machine arbor, etc., while a mandrel 
is used for carrying a piece of work to be turned. 

Mandrels are of two kinds, solid and expanding. The solid 
mandrel should be made of hard machine steel or a cheap grade of 
cast steel capable of being hardened. 

In Figure 214 are shown two forms of arbors. That at A is the 
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Fig. 214. — Lathe Mandrels or Arbors. 


common form. The ends are turned down somewhat smaller than 
the central body, and on one side, at each end, is a flat space for the 
set-screw of the lathe dog to rest upon. The ends are slightly re- 
cessed around the center hole so that it will not be bruised if the 
end is struck with a hammer. The central body should be ground 
with a very slight taper. The entire piece should be hardened, 
not simply the ends, as formerly. A J-inch arbor should be 31 inches 
long and a 4-inch arbor IS inches, all intermediate sizes being of the 
same proportion. 

At B, Fig. 214, is shown an expanding arbor or mandrel. This 
is made in two parts, the arbor proper and an outer shell. The 
inner arbor is turned and ground to a considerable taper and the 
outer shells accurately fitted to it. It is then split, as shown, 
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by from eight to twelve cuts, alternately beginning at opposite 
ends, so that in forcing the inner arbor in on the taper the outer 
shell is expanded in very nearly a circular form, at least near enough 
for all practical purposes. At the end of each cut is drilled a small 
hole to prevent cracking. 

A cheap imitation of this really excellent device is made by 
splitting the outer shell all the way through at one point only, which 
will do as a makeshift when nothing better can be had. 

There are various forms of expanding arbors, some of which 
have considerable merit and others very little. The one illustrated 
above will probably be found to give the best satisfaction. 

In making solid arbors it should be remembered that they must 
be turned considerably over size, then hardened, which will change 
their form somewhat, and then rough ground to nearly the proper 
size. They should then be laid aside for some time to give the steel 
an opportunity to take on its final changes and attain a permanent 
condition as to size, straightness, etc., before it receives its final 
finish grinding, which should diminish its diameter very slightly. 

The drilling in the ends for the center hole and the countersink- 
ing should be carefully done, the angles of the sides of the counter- 
sunk hole being exactly 60 degrees. 

Arbors are hardened for several reasons, principally to make 
them accurately cylindrical, much stiffer and more rigid, and also 
less liable to accidental injury, but not to pmvent lathe tools from 
cutting into them when used by a careless workman. 

The taper on an arbor is usually about a hundredth of an inch 
per foot with the center of the arbor of the standard diameter. The 
fact that the arbor is tapered to this extent makes it necessary to be 
careful to force the arbor into the reamed hole from the same side 
that the reamer has entered, which should also be the same side 
first entered by the piece that is to fit in the hole, provided it is to be 
a close fit. This is frequently marked on the drawing and it should 
always be so indicated for the guidance of the workman. 

Hardened and ground mandrels serve the very excellent pur- 
pose of preserving the uniformity of sizes of holes, since if the holes 
are not truly sized the pieces will either drop on to the arbor too 
loosely or fail to go on sufficiently for good and convenient work. 
Again, the arbor being so slightly tapering, the workman will 
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notice even a small difference in the diameter of the hole by the 
position of his piece on the arbor, and is likely to report the defect 
in the work in this respect. 

The use of expanding arbors has not these advantages as they 
are ground perfectly straight. But they are to be preferred for 
this very reason when running fits are desired. 

Arbors should not be driven into reamed holes with a hammer. 
An arbor press should be used and the author 
knows of none better than the Greenard 
press, which is made in various sizes, from 
the small one to fasten to the tail end of 
the lathe bed to the largest sizes which have 
a broad floor base. One of the former is 
shown in Fig. 215. By the use of these 
presses there is no shock in forcing an arbor 
into the work, and therefore neither the ar- 
bor nor the work is injured. In addition 
to this advantage, the arbor maintains a 
perfect alignment with the hole as it is 
forced in, and therefore there is no unequal 
strain or distortion. 

The rack and pinion arrangement of this Fig. 215 A. — Green- 
, . , . T 1 jv i- ard’s Arbor Press. 

arbor press is at once simple and enective, 
and the rotating table with its various sized recesses in the edge 
furnishes an excellent bed for supporting the work as the arbor is 
forced into it. A more convenient arrangement could scarcely 
be imagined for this work. 


i 

I 

I 
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CHAPTER XIV 


LATHE WORK CONTINUED 

Irregular lathe work. Clamping work to the face-plate. Danger of distort- 
ing the work. A notable instance of improper holding of face-plate work. 
The turning of tapers. Setting over the tail-stock center. Calculating 
the amount of taper. Taper attachments. Graduations on taper attach- 
ments. Disadvantages of taper attachments. Fitting tapers to taper 
holes. Taper-turning lathes. Turning crank-shafts. Counterbalancing 
the work. Angle plate for holding the crank-shaft. Forming work. 
Forming lathes. Drilling work on the lathe. Chuck and face-plate 
drilling. Holding work on the carriage. Boring a cylinder. The 
author^s design for boring large cylinders. Holding work by an angle- 
plate on the face-plate. Thread cutting. Calculations for change-gears. 
Reverse gears. Arrangement of the change-gears. Ratio of change- 
gears equal to ratio of lead screw to the thread to be cut. Cutting left- 
hand threads. Compound gearing. Calculating compound gears. 
Cutting double threads. Triple and quadruple threads. Boring bars. 
Varieties of boring bars. Driving boring bars. Boring large and 
deep holes. The author’s device. The drill, boring bar and cutters 
for the work. Flat cutters for boring holes. Boring bar heads or arms. 
Hollow boring bars. Milling work on a lathe. Milling and gear cutting 
on a speed lathe. Grinding in a lathe. Cam cutting on a lathe. Many 
uses for the engine lathe. 

There is so much irregular work constantly done on the lathe 
that no specific description of it can be given. It is the unknown 
quantity that the machinist has to deal with and he is expected to 
be equal to the occasion and so fertile of resources as to be ready 
with a proper method for doing every job that turns up, that he 
will not be obliged to hesitate long for means to accomplish the end 
sought. 

Much of what may properly be called irregular work will be 
such as can be handled on the face-plate or in an independent jaw 
chuck. Yet these appliances for holding the work will frequently 
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have to be supplemented by the tail-stock center, the center rest, 
and the follow rest, as well as the taper attachment. 

In clamping work on the face-plate there is danger of springing 
the work as it is fastened down. The result will be that it is held 
in a distorted position while being machined, and upon being re- 
leased by the bolts of other clamping devices it will spring back to 
its original position and so show distorted machining. For this rea- 
son much care should be exercised to see that it rests fairly on the 
face-plate immediately under the clamps or bolts that hold it down. 

The same idea applies to rings or similar shapes when held in 
the jaws of a chuck or in face-plate jaws. There is always the pos- 
sibilit 3 r of springing them out of shape and that this forcing process 
will show in distorted work when the piece is taken out of the lathe. 
The author once saw rings of cast iron two inches thick, 6 inches 
wide, and about 30 inches inside diameter, pressed out of shape 



Fig. 215 B. — Turning Tapers. 


by the face-plate jaws attached to a 60-inch face-plate, so much 
that several of them were spoiled, and the expedient of strapping 
them to the face-plate had to be resorted to in order to produce 
work as true as the job called for. 

Work may also be distorted when carried in a steady rest, a back 
rest or a center rest, by this attachment having been set out of line, 
either too high, too low, or to one side. Much more care is needed 
in adjusting these attachments than they sometimes receive. 

The turning of tapers may be classed as irregular turning work. 
If they are slight the tail-stock center may be set over sufficiently 
to give the required inclination, particularly if the work is long. 
When the taper is considerable, it will not be proper to set the tail- 
stock center over for this purpose as it throws the head-stock and 
tail-stock centers too much out of alignment to work properly. 
This is shown in Fig. 215. One half the taper shown, on this length 
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of work would be practical. In this engraving A is the head cord, or 
and B the tail center. 

It will be noticed, however, that if the work is but half as long 
and the tail-stock center located at C, the inclination will bc^ twicrr 
as great and consequently the error in the alignment of the (jr-rdru-s 
double w'hat it would be with the tail-stock center located at H, 
and the case more impractical than at first. 

The tail-stock is arranged so that the center may bo S(‘t over to 
the rear as well as the front, so that the small end of the; tapeu’ may 
be toward the head-stock when such a position is inoi'o convcmieid,. 

In setting over the tail-stock center it must Ire bornci in mind 
that the difference in diameter between the laz-gr^ and the* small mid 
will be twice the distance which the center is moved from the center 
lineof the lathe. Therefore, if the work is two feet long, andwewant 
a taper of one inch in two feet, or half inch per foot, we set the tail 
spindle over half an inch. The amount set over at the tail-st,oc.k 
gives double that taper in the whole length of the work. 

Consequently, if we divide the amount of toper on the entire Imigth 
of the work hy the number of feet in length, we get the taper per fool. 
If this simple rule is remembered the mistakes that often oi^eur in 
turning tapers will be avoided. 


In all taper turning, however, it will not be sullicimd.ly accurate 
to measure the amount of tail-stock set over, but tlie work must 
be carefully calipered as the turning process goes on. 

When the taper is considerable, it is better to do the work in a 
lathe having a taper-turning attachment. Examples of this de- 
vice will be found in the chapter on lathe attachments, when^ it, 
will be seen that the travel of the compound rest in a transvr'rsc^ 
direction is governed by a swiveling bar which may be set at any 
desired inclination with the V’s of the lathe. 


While there are usuaUy graduations on the end of the tafrer 
at^hment that are intended as a guide in setting the swivr'l-bar or 
guide, they are frequently misunderstood and consequrmtly uw'less. 
Usually they are marked for so much taper per foot, and when so 
Jsignated the length of the work in feet must bo considc.red if the 
diameters at the large and small ends are given on the drawing, 
the taper slide or guide-bar is graduated in degrees, the case 
nearly hopeless with the usual machinist, as the graduations ar-o 
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of no benefit whatever to him, as his drawing will very seldom he 
dimensioned in this manner, but rather the extreme diameters 
given, or the taper will be so much per foot. 

The use of the taper attachment permits a much wider range of 
tapers to be turned than can be successfully accomplished by means 
of the set-over feature of the tail-stock. And we have the gi'eat 
additional advantage of always keeping the centers in line, so that 
accurate work can be done, which is not always the ease when the 
tail-stock is set over, except for very slight tapers. 

One of the drawbacks to the use of taper attachments is that 
a certain amount of back-lash is liable to exist when many parts 
are necessary to the design of the mechanism, from the guide-bar 
or swivel-bar to the point of the cutting-tool. These will give a 
certain amount of difficulty in making a straight, 'smooth cut. 
Consequently, the gihs should be set up as close as practicable, all 
nuts and adjusting screws set up tight and as much vibration and 
back-lash eliminated as possible, and then the back-lash be taken 
up by hand before the tool begins to cut. 

In all taper turning it is necessary that the point of the tool be 
set at exactly the height of the points of the centers, otherwise a 
true taper will not be the result but will be slightly concave rather 
than in a straight line. 

In all cases, in turning tapers to fit a tapering hole, the exact 
amount of taper should first be obtained so as to fit the tapering 
hole, but to be considerably larger than its final size. Then the 
diameter is turned correct, the calipering being usually done at the 
small end. 

Taper-turning lathes are sometimes made in which the head- 
stock and tail-stock are mounted upon a separate bed which is 
pivoted at the center so that it practically amounts to the lathe 
swiveling while the tool carriage runs straight. In this lathe the 
centers are, of course, always in line, the setting for the required 
result is quickly done, and as the whole mechanism may be of very 
rigid construction, the work done on it is very accurate as well as 
economical. The turning of crank-shafts is a frequent trouble to 
the inexperienced man who has this work to do. In the present 
case it is assumed that the crank-shaft has been properly “laid off” 
with a surface gage, on the surface-plate or table, and the centers 
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located, drilled, and reamed, and the shaft proper roughed out to 
nearly its finished dimensions. 

The operation to be performed is to turn the wrist-pin. This is 
shown in Fig. 216. At A is shown the usual method of rigging up 
for the job. The shaft is placed in V-blocks on the suiface table 
and the wrist-pin blocked up to the proper height, as shown by the 
surface gage, so that there will be stock enough left on all sides to 
finish up to the given dimensions. The “offsets” or “throws,” 
C, C, are now put on and the centers accurately located by the 



Fig. 216. — Turning Crank-Shafts. 


surface gage before the set-screws are screwed up tightly to hold 
them in place. 

The centers are now measured all around with the surface gage 
once more, to make sure that all are in the same plane. The crank- 
shaft is now placed in the lathe, the centers in the offsets being 
used as they are directly in line with the wrist-pin center. A tool 
long enough to reach down between the arms of the crank must be 
used. It should be made with a very narrow point, be kept very 
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sharp, and set either on the center or but a trifle above it. The 
idea is to avoid as much as possible any undue strain in the turning, 
as the work will not be very rigid and the cuts taken must be light. i 

The wrist-pin being turned and finished, the offset pieces C, C, 1 

are removed, a block fitted in the space D, between the arms of the j 

crank, and it is placed on the shaft centers and finished as any other I 

shaft would be. ! ' 

One of the precautions that should be taken is to have the work ; 

properly counterbalanced by adding on the face-plate the proper 5 

weight, opposite the crank when turning the shaft, and opposite the ! 

shaft when turning the wrist-pin, so as to prevent undue strain I 

and vibration. f 

t- 

Another and more rigid arrangement is shown at B, in Fig. 216, 
in which, in place of an offset piece at the face-plate end, the bracket ! 

or angle-plate E is used. This is bolted to the face-plate and has 1 

a cap F fitted to it and bolted firmly, with the joint held slightly ; 

apart with paper or thin cardboard. It is then bored out the r, 

exact diameter of the end of the crank-shaft, which is firmly gripped \ 

in it and the shaft much more rigidly held than in the former 
example. The offset piece C is used at the tail-stock center the I 

same as before. ^ 

In all these operations great care should be used to lay out all ; 

the centers in the same plane, and to locate the offset arms in the ; 

same manner. The free. and careful use of the surface gage will ; 

be necessary to success. 

Forming work has been described in another part of this book, : 

and the reader interested in this class of work is referred to the ; 

chapters in which these matters are considered. The particular j 

points to be observed in forming work are : to hold the work very ( 

rigid; to have a very rigid cutting or tool carriage; to have a tool 
with a very sharp and carefully stoned-up” cutting edge; to use l 

a comparatively slow speed and a very fine feed. J 

When these conditions are obtained the forming lathe works 
easily, accurately, and efficiently. 

The tools must be so formed that by continually grinding on the 
top the form and contour of the cutting edge is not changed. ^ 

The forming lathe may have an automatic feed with a stop which 
automatically throws out the feed when the proper diameter is 
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reaehiHl. This makes the lathe semi-automatic, in that it need only 
!»■ s«*i and started, and no further attention given to it until the 
vM is eonipleted. Thus one man may run a number of machines, 
and the relative efficiency of each "svill be reckoned, not so much 
ill iht* large number of pieces turned out, as in the small cost for 
iabjr. which is usually the most expensive item on this and similar 
classes of work. 

This is seen very readily in the automatic screw machine, which 
turns out much of its work much more slowly than the turret lathe. 
But the turret lathe requires the constant attendance of a skilled 
ojierator, while one man may take care of from four to ten automa- 
tic scTcnv machines. 

In many respects the engine lathe may be made to take the 
place of the upright drill, although this class of work is now usually 
iliirie in the upright drill, the radial drill, or the boring machine. 
However, there are shops which do not possess all these facilities 
and still have many jobs that may be properly done in the lathe. 

To the ordinary jobs of chucking and reaming it will not be 
necessary to refer. The same may be said of ordinary drilling 
such as may be done by holding the work in the chuck and using 
either a flat drill with a center hole in its rear end for the tail-stock 
center, and the drill held from turning by a wrench, or similar 
contrivance. 

Drills may be held in the tail-stock spindle, in place of the tail 
center, if the taper hole is standard as it should be, or when the 
drill shank is too small a collet may be used. In this way many 
joljs of chuck or face-plate drilling may be done. When the work 
is such that it is necessary to revolve the drill instead of the work, 
the drill may be transferred to the head spindle and the work held 
by bolting or strapping it to the carriage, the compound rest having 
been removed for that purpose. 

Another method is to strap to the carriage an angle plate, jig, 
or other fixture suitable for holding the work to be drilled. 

There is a wide range of possibilities in this class of work and the 
ingemous machinist is generally very resourceful in this direction. 
The following is a ease in point; 

It i.s often necessary to bore a hole so large that it is not con- 
vement to do it in the ordinary way, by bolting to the face-plate. 
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and if the casting has no hole through, or one so small as to require 
a boring bar too small in diameter to get a steady rest cut, it is 
almost impossible of accomplishment on the boring machine. The 
casting shown, marked C in Fig. 217, is of such a nature. The pri- 
mary factor in the boring of these cylinders is the Tuamng of the 
bracket A, which forms a solid support for the boring bar B. The 
boring bar B is driven in the usual way, or rather in one of the usual 
ways. It will be noticed that the taper shank is held from turning 
by being screwed into the spindle of the lathe head-stock, and that 
it has a conical bearing at the outer end in the bracket A. The 
bearing is thus adjustable to take up “back-lash” by sliding the 
bracket A to the right along the lathe bed, which in this case is of 



the ordinary English pattern, with a flat bed. Of course, by mak- 
ing the bottom of the bracket to suit the raised V’s, the attachment 
is capable of being made to suit the American style of bed. 

The cylinder C is bolted upon a slotted plate attached to the 
carriage D, upon parallels. In planing the base of the castings, 
care was taken to make them in all cases of equal distance from the 
face of the base to the center of the casting — not to the core, as 
this was liable to be slightly out of true. 

Three cutter heads, two roughing and one finishing, were made 
like the one shown at F, at the right, in Fig. 217. All had four 
cutters slanting to the left at the inner end, in order to bring the 
cutting edges outside, or near the end of the block. 

At the right of Fig. 217 is shown one of the blocks in detail. 
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E is turned to the angle at which the cutters were required to be 
filteti at the point G, and a clamping ring F, turned to fit, was 
afterwarik clamped on by means of four filister head screws. Foui 
hole.', as at J, in the small view at the right, were drilled in line with 
the joint to fit the cutters. After drilling, a small amount was 
t urned off the inner face of the clamping ring F in order that the 
twLs wouhl be clamped when the screws were tightened. This 
ring when tightened up was found to be sufficient to prevent the 
cutters slipping in. 

To insure the cutters all having an equal cut, the cutting edges 
were sround and also backed of by means of a cutter bar, mounted, 
on the .ditle-re.st and driven from overhead. The finishing cutter 
fini.<hed from .si.v to a dozen holes at one grinding and it was then 
a simple matter to set them out a little and regrind. It was found 
to lx‘ advi.sable to take out and grind the roughing cutters separately 
on an emery wheel, as working in the sand they wore rapidly. 
Sometimes one broke in cutting out a projecting lump of metal and 
they wore generally unevenly. 

The hole H, Fig. 217, was bored out (from a cored hole) by two 
cutters, as shown (roughing and finishing), fluted similarly to rose 
bits or reamers. The roughing cutter was passed through at the 
same time as one of the roughing cuts in the large hole; the finish- 
ing cut, however, was taken separately to avoid disturbing the 
large finishing cut. The carriage was fed up mechanically by means 
of the rod feed. 

The device for doing this job, when once made, proved to be 
useful on other jobs as well. 

The author once designed and built a lathe for doing a similar 
Job to the one here described and illustrated, but on a much larger 
scale. In this ease it was required to very rapidly bore and finish 
laige east iron cylinders about four feet in diameter. As there was 
ample power to do the work, and sufficient length of bed was allow- 
able to bore a number of these cylinders at a time, .and as they were 
quite .short in proportion to their diameter, the lathe was arranged 
to bore two cylinders at once, with three tools for each cylinder, 
DMiely, a roughing tool, a sizing tool, and a finishing tool. Each 
of these consisted of a cross bar attached to a boring bar, and carry- 
ing a cutting tool on each end. 
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By this arrangement there were twelve cutting tools in action 
most of the time, and as two cylinders were bored during the time 
of the travel of the tool across one, the result was that of douhling 
the capacity of the former machine which did this work. 

Another method by which boring work may be done is to at- 
tach it to the face-plate of a lathe by the use of an angle-plate, by 
which means various shaped pieces having a finished surface at 
right angles to the axis of boring may be conveniently held. El- 
bows are well handled by this device and many similar jobs will 
readily suggest themselves to the machinist. And not only boring, 
but many jobs of turning on such shaped pieces may be conveniently 
handled by the use of the angle-plate attached to the face-plate 
of a lathe. 

Thread cutting in a modern lathe provided with a quick change 
gear device for cutting any number of threads per inch, by shifting 
one or more levers, is a comparatively simple matter. With a lathe 
equipped with removable change-gears for accomplishing the same 
purpose it is much more complicated, and its principles frequently 
misunderstood. Therefore a clear understanding of these prin- 
ciples is necessary to any one who aspires to become an intelligent 
machinist. 

The spindle or head shaft of the lathe runs at the same speed 
as the main spindle; therefore it takes its place in all calculations 
for thread cutting. Upon this spindle the first change-gear is 
placed. The lead screw carries the second change-gear. The ratio 
of these two gears determines the ratio of the number of revolu- 
tions of the main spindle to those of the lead screw. The change- 
gear placed between this first and second change-gear is an idler 
gear, since it runs loosely on a stud and serves only to communicate 
motion, but does not in any way change or modify the ratio. 

The reverse gears within the head are used only for reversing 
the motion of the head shaft, and are also idler gears, not affecting 
the ratio. 

The arrangement is shown in Fig. 218, in which a is the head 
shaft or spindle; h is the lead screw, and c the adjustable stud in 
the adjustable stud-plate, segment, quadrant, or sweep, as it is 
variously termed, marked d. A is the first change-gear; B the second 
change-gear, and C the idler gear. As shown, the two gears A and 



278 


MODERN LATHE PRACTICE 



B are of equal diameter and number of teeth, consequently the 
lead screw revolves at the same rate of speed as does the main 
spindle. It follows, therefore, that if the lead screw is cut with 
four threads per inch the lathe carriage will move a quarter of an 

inch with each revolution, and the 
lathe will cut four threads per inch. 

If the change-gear A is only one 
half the diameter of the change-gear B, 
the lead screw will revolve only one 
half as fast as the main spindle, and 
the lathe will cut eight threads per 
inch; while if the change-gear B is one 
half the diameter of the change-gear A, 
the lead screw will cut two threads per 
inch. 

Therefore, whatever is the ratio of 
the two change-gears, A and B, to 
other, the lead screw will revolve 
accordingly, and produce a thread of 
like ratio to the number of threads per inch with which the lead 
screw is cut. Otherwise, the ratio of the change-gears A and B 
equals the ratio of the thread of the lead screw to the thread to 
be cut. 

To cut any desired number of threads per inch it is first 
necessary to find the ratio which the desired number of threads 
bears to the number of threads on the lead screw; then to select 
such change-gears as bear this ratio to each other, remembering 
that if the desired thread is of a coarser pitch than that of the 
lead screw, the change-gear A must be the larger, and if it be a 
finer thread than that of the lead screw, the change-gear B must be 
the larger. 

The gears will revolve in direction of the arrows, by which it is 
seen that the lead screw revolves in the same direction as the change- 
gear A on the head shaft a, and consequently as the main spindle 
of the lathe. This arrangement, with a right-hand thread (as 
usual), on the lead screw &, will cut right-hand threads. 

When it is desired to cut left-hand threads the motion of the 
lead screw must be reversed. This is done by the addition of the 
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idle gear E oa a second stud e, in the stud-plate d, as shown in Fig. 
219. 

When the proper ratio cannot be obtained by the use of the 
change-gears at hand, or when the 
gears of the desired numbers of teeth 
would be too small to properly con- 
nect, or too large to be put in place, 
recourse must be had to what is 
termed compound gearing. Refer- 
ring to Fig. 221, and the series of 
change-gears A, suppose that it is de- 
sired to use compound gears, making 
the ratio 4 to 1. A 36-tooth gear is 
placed on the head-shaft and a 72- 
tooth gear on the lead screw. On the 
idler stud we place two gears, a 48 
and 24, fixed to each other by placing 
them on a splined compounding sleeve 
which runs loosely on the stud. The 36-gear is engaged with the 
48, and the 24 with the 72, as shown in elevation at A, Fig. 220, 
and more clearly seen at A, in the diagram. Fig. 221. 

The result of this combination is this: If the 36-gear engaged 
the 72, the ratio would be 2; and if the 24-gear engaged the 48, 





Fig. 220. — Compound Change-Gears for Right 
and Left-Hand Threads. 


the ratio would be 2. These ratios multiplied would be 4. As they 
are engaged we have 36 to 48, which is a ratio of 1|^, and 24 to 72 
is a ratio of 3, which multiplied by 1 J produces 4. 

The effect, then, of introducing the 24 and 48 gears instead of a 
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single idle gear is to double the ratio existing between the gear on 
the head-shaft and the one on the lead screw. The combination 
as «hown would cut 16 threads per inch on a lathe having a lead 
screw cut with four threads per inch. (Usually lathes will cut 
this number of threads without compounding. The gears here 
shovm and described are given as a simple example.) 

At B, in Figs. 220 and 221, the order of gears is reversed, the 




Fig. 221. — Edge View of Compound 
Change-Gears. 

72-gear is placed on the head shaft and the 36-gear on the lead 
screw. The effect now is, instead of multiplying the pitch of the 
lead screw by 4 (4 X 4 = 16 threads per inch on the woilc cut), the 
number of threads of the lead screw is divided by 4 (4 ^ 4 = 1), 
thus producing in the work a screw of one thread per inch, or one- 
inch pitch. 

By a thorough and correct understanding of these principles 
there should be no difficulty in setting up a lathe for any desired 
number of threads per inch. It is usual to have compounding 
gears of a ratio of 2 to 1, as 24 and 48, 36 and 72, and so on. But 
it may be necessary to use other ratios as l^- to 1, say 48 and 72, 
24 and 36, etc. Or to make the ratio 3 to 1, as 24 and 72, 36 and 
108. 

It is always advisable to use as large change-gears as possible, 
as the motion of the lead screw is more regular and steady, and the 
strain on the gear teeth is less, consequently better work can be 
done. This should be practised even if compound gears have to 
be used more frequently. 
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In cutting double threails the change-gears are set for double 
the pitch, that is, one half the number of threads which the finished 
thread is to be. Then proceed to cut one of the threads, leaving 
the proper blank space between the convolutions for putting in the 
second thread. To locate this properly a tooth in the stud gear 
may be mai-ked, and also mark the space in the intermediate gear 
into which this marked tooth has meshed. Now lower the inter- 
mediate gear out of the mesh, by unscrewing the clamp bolt of the 
stud-plate for the purpose, and turn the spindle exactly one half a 
revolution, that is, until one half the whole number of teeth have 
passed the marked space in the intermediate gear, and the marked 
tooth is exactly opposite its former position. Raise the stud-plate, 
putting the two gears properly in mesh with each other, and go on 
with the cutting of the second thread. This is assuming, of course, 
that the stud gear has an even number of teeth and that the ratio 
between the lathe spindle and the head shaft or gear spindle is 1 
to 1, both conditions being the usual ones. 

When this ratio is different, it is readily understood that the 
spindle must be rotated a proportional amount which is governed 
by this ratio. 

Another method of accomplishing the same result is to have 
two dog-slots in the small face-plate exactly opposite each other, 
and after one of the double threads is finished, to shift the tail of 
the dog into the other slot. 

Triple and quadruple threads are cut in a similar manner, but 
all the details of the work are much more complicated and diffi- 
cult, both in making the proper calculations to insure the exact 
thickness or pitch of the threads, and in grinding and setting the 
tool so as to get tlic correct cutting angles and clearance. 

Boring bars may be used in various ways. They may be sup- 
ported on both centers and the work they are to bore strapped to 
the carriage. They may have one end fitted to the taper hole in 
the head spindle and the other end carried by the tail-stock center 
and the work held as before. Or, the boring bar may similarly be 
held in the tail-stock spindle and the opposite end supported in a 
bushing, in the center hole of the main spindle, while the work may 
be carried in one of two ways. That is, it may be strapped to the 
face-plate, or held in a chuck; or, if comparatively long, cylindrical 
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work, it may have one end held in a chuck and the other supported 
by a center rest. 

The author once had a job of this kind to do and it was accom- 
plished successfully by the arrangement described and illustrated 
as follows: 

Given the task of boring a 5|-inch hole endwise through a hard 
steel spindle 7^ inches in diameter and 5 feet long, with a large and 
powerful boring lathe, such as is used on gun work, and the work 
would be comparatively easy and rapid. Having only the equip- 
ment of an ordinary machine shop, the case becomes more serious. 
In the regular course of business such a job was required to be done. 



and the work was performed perfectly and expeditiously, as will 
be described. 

Fortunately, a boring lathe was at hand, fitted with a chuck and 
provided with a sliding carriage, operated by an automatic feed 
and designed to bore a 2J-inch hole, 25 inches deep. One end of 
the spindle to be bored was fixed in the chuck and the other run 
in the jaws of a center rest, as shown at d, Fig. 222. 

An expert blacksmith forged a twist drill 2 inches in diameter 
with a twist of 31 inches in length, which was turned up and finished, 
and with this a hole was bored a little over 30 inches deep. A soft 
brass tube of about T%-inch bore, carried oil under pressure to the 
point of the drill and on its return brought out the chips. The 
spindle was then reversed and the hole was bored from the opposite 
end until the two holes met, which they did quite exactly. 
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Now came the work of enlarging the hole from 2 inches to 
inches. It is to this part of the work that particular attention is 
called. As the means for holding the drill had proven very rigid 
and satisfactory, a boring bar was constructed, as shown in the 
upper illustration. Fig. 222. The cutters a and b were of f-inch 
round steel, fitted in the usual way, and held by set-screws c, the 
bar being placed in a lathe and its ends turned off, so that the cutter 
a would measure S-J inches, and b inches. The end of the bar 
just fitted the 2-inch hole already bored in the spindle, thereby 
furnishing a correct and certain guide and support near the cutters. 
The cutting ends of the cutters were formed as shown at A, Fig. 
222, i.e., the face of the cutting edges being inclined 5 degrees 
and the leading edge 25 degrees, making the angle of the cutting 
edge 60 degrees, which proved to be a very effective construction, 
the cutter a enlarging the hole to the extent of taking out about 
half of the stock and the cutter b removing the remainder. 

The spindle was then reversed and the operation continued 
from the opposite end until only a small portion of the 2-inch hole 
was left to guide the boring bar. The bar was then withdrawn and 
a disk e fitted to it. This disk was 5^ inches in diameter, so as to 
just fit the enlarged hole and furnish a guide for completing the 
enlargement of the hole, as shown in the lower illustration. 

The work was successfully done, a true, smooth hole bored, 
the two sections of which coincided perfectly. It will be noted 
that in this job the hole was very large in proportion to the exterior 
diameter, and a large amount of stock was taken out; in fact, nearly 
350 pounds of hard steel. This was removed at the rate of nearly 
30 pounds per hour. 

The plan will doubtless commend itself for similar work, and 
where there is even a greater difference between the directing hole 
and the finished bore three or more cutters might be used to advan- 
tage. 

It is frequently the custom to fit flat cutters in elongated mortises 
made through the bar instead of using a round cutter in a bored 
hole. The flat cutters will be proper when the boring bar is com- 
paratively small in diameter, as it weakens the bar less than a 
round hole of sufficient diameter to carry a cylindrical cutter of 
the proper strength. Still the cylindrical cutter should be used 
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whenever possible, both for rigidity and cutting qualities as well as 
economy. 

WTien large holes are to be bored a cross arm is used carrying 
a cutter on each end. Sometimes two cutters on each end are 
u.seii. a roughing and a finishing cutter. 

Sometimes a large hollow boring bar is used, carrying a cross- 
bar or head with two tools. This cross bar is arranged to slide on 
the boring bar and is fed foiward by a screw passing through the 
center of the bar and having upon it a nut that is connected with 
the cross head. Such an arrangement is used for boring engine 
cylindeis. These boring heads are often driven by the old “star- 
fivd" arrangement, familiar to nearly all machinists. 

The.<e elalx)rate derices for boring are usually constructed for 
special boring machines and may hardly be considered as a part of 
the c'fiuipnient of an engine lathe. 

Milling may be successfully performed on a lathe by strapping 
the work to the compound rest, to the carriage or to a suitable fix- 
ture attached to either. Tidiile not so economical or so rapid as 
on a regular milling machine, it often proves very advantageous 
when a milling machine is not at hand or when the machines of the 
shop are crowded with work so as not to be available. 

Many light operations of milling may be performed on a speed 
lathe, with proper fixtures for the purpose, particularly when the 
work is of brass or similar soft metals. In these eases the speed 
lathe will often turn out as much work as the plain hand millin g 
machine. 

Gear cutting can frequently he done on the lathe under si mila r 
circumstances to those referred to above. The necessary fixtures 
for holding and indexing the work may be comparatively simple 
and economical, a change-gear being frequently used as an index, 
and many jobs quite satisfactorily done in the absence of a regular 
gear-cutting machine. 

Grinding is a common operation in the lathe and is referred to 
in the chapter on lathe attachments. 


In the absence of a suitable machine designed for the purpose 
cam cutting may be successfully done in the lathe, by the use of 
pro^r formei^. The milling cutter for such operations is carried 
m the center hole of the lathe spindle, and the cam held by a suit- 
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able fixture attached to the compound rest, or to the carriage, as 
may be most convenient. 

The work may thus be arranged so as to cut face cams or edge 
cams, and to mill the cam slots of irregular contour on either edge 
or face cams. ^ 

However, the question of cams is one of such great variety, and 
the devices necessary to properly handle them are so many, a de- 
tailed discussion of ways and means for doing the work does not 
seem proper in this place. 

The practical and resourceful machinist will find many uses for 
the engine lathe that have not been here described, and if he is a 
progressive man he will discover many new uses and new devices 
for handling the many new kinds of work with which he will be con- 
fronted. 

Whatever new and improved machines he may have available, 
or however well they may be adapted to his many wants, his prin- 
cipal dependence will be likely to be, in the future as in the past, 
on the engine lathe, '' the king of machine shop tools.” 



CHAPTER XV 


ENGINE LATHES 

l>firiitio!i of the word engine. What is meant by an engine lathe. The 
filaii of this chapter. The Reed lathes. Reed 18-inch engine lathe 
The Pratt &: 'W’hitney lathes. Their 14-inch engine lathe. Flather 
latk-s. Flather IS-inch quick change gear lathe. Prentice Brothers' 
Company and their 16-inch engine lathe. The Blaisdell 18-inch swing 
engine lathe. The Xew Haven 21-inch engine lathe. Two lathe patents 
by the author. The Hendey-Xorton lathes. Who were the pioneers 
in quick change gear devices? The Hendey-Norton 24-inch engine lathe. 
The Lodge Shipley 20-inch engine lathe. 

A L.\RGE majority of the lathes in use in the machine shop or 
manufacturing plant are what have been known for years as engine 
lathes. Just why this qualifying designation of engine was applied 
to them is not clear, although we know that in former times the 
term engine w’as applied to many machines, particularly those of 
the higher class, and very early in the development of the mechanic 
arts the w'-ord seems to have been used to designate almost any 
kind of a machine. Thus w^e read in the Marquis of Worcester's 
^Tentury of Inventions,” published in 1683, of an engine that 
may carried in one’s pocket” for blowing up ships; portable 
en^ne in the wray of a tobacco tongs”; '^an engine whereby one 
man may take out of the water a ship of 500 ton,” and so on, 
showing the strange uses to which the term engine has been put 
in times past, w^hile at a comparatively recent period an indexing 
machine was called a dividing engine, while Webster says broadly 
that an engine is a machine in which the mechanical powers are 
combined.” 

Recurring to the subject, by the term of engine lathe we mean 
that class or type of lathes which is usually so denominated me- 
ehameally and commercially, and which may be defined as a metal 
turning lathe, having a back geared head-stock; a tail-stock capable 
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of being set over for turning tapers; a carriage provided with, suit- 
able tool-supporting mechanism and having connected with it an 
apron carrying the necessary gearing mechanism for producing 
power lateral and transverse cutting feeds; and a lead screw, with 
suitable gearing for driving it, whereby the usual screw threads may 
be cut, through its proper connection with the apron mechanism. 

With this conception of the design, construction, and office of 
the engine lathe of the present day, the following examples are 
presented and their special features discussed, with a view to the 
better understanding of this important machine tool. The en- 
gravings, the facts stated, and the dimensions, where the same are 
given, are derived from the machines themselves or their builders, 
or both, and the aim is to make the information as correct and the 
estimate of their practical utility as fair as is possible, so that what 
is here set down will be of value to the buyer of these machines; to 
the machinist who uses them; to the draftsman and designer who 
may desire to know of their individual peculiarities; and to the 
student who would learn valuable lessons in relation to the design 
and development of the Modern American Lathe. 

While it is not expected or intended that the lathes of all makers 
shall appear in this connection, those of the more prominent builders 
will be introduced, and to these will be added such others as may 
possess particularly commendable or novel features, in order that 
the essential points of the engine lathe may be well and thoroughly 
illustrated and described, with a minuteness that their importance 
may demand. 

Among the many manufacturers of lathes the F. E. Reed 
Company may deservedly receive the title of “ancient and honor- 
able,” not because the product of the concern deserves the name of 
ancient, but because of the long and honorable career of the estab- 
lishment which has always stood for good materials, good work- 
manship, and practical design for every-day tools capable of 
standing up to the work, year in and year out, with whatever the 
machine tool market affords. While the company have always 
built substantial and practical tools, of ample strength and many 
conveniencies for the operator, they have not been given to the 
exploiting of mechanical fads and fancies or to going to extremes 
in any one direction. 


288 MODERN LATHE PRACTICE 

As an example of the engine lathe built by this company, the 
18-inch swing engine lathe shown in Fig. 223 is given. It will be 
seen that here is a deep and strong bed supported upon the older 
form of legs instead of cabinets. Upon the front leg is a special 



Fig. 223. 


■ 18-inch Swing Engine Lathe bnilt l)y the F. E. KcndCoinpnny, 


cabinet for holding the change-gears which are of tlu^ older form of 
change-gears proper, that is, removable. I’lu^ fet'd is by mtums of a 
belt upon the well-known three-step cone, with which is arrangt'd 
a change of gears making six feeds. 




Fig. 224 --Spindle Box of the Reed 
Lathe Ready for Babbitting. 



Fig. 22.'). -- Spindle Box of the Rood 
Jjatho after Habbitting, 


The head-stock is heavy and strong and carries a spindki made 
rom a crucible steel forging which runs in cast iron lioxt's lined 
genuine babbitt metal, as shown in Figs. 224 and 225. 

In the first of these illustrations is shown the cast iron box 
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properly milled out to fit the housings of the head-stock. After this 
operation it is bored out and then slotted ready to receive the bab- 
bitt metal lining. It will be noticed that these are all “dovetail'' 
slots, the object of this form being to hold the lining metal securely 
in its place. The babbitt metal is cast into the box, after which 
it is compressed sufficiently to fill out any shrinkage that may have 
occurred upon cooling, and to render it more dense and durable. 
It is then re-bored, reamed, and hand scraped, so as to fit the spindle 
as perfectly as possible. Constructed in this manner there is nothing 
coming in contact with the spindle except the babbitt metal, which, 
when finished, has the appearance shown in Fig. 225. 

Experience has demonstrated that with proper care on the part 
of the operator a box constructed in this manner will last for a 
vety long time, and, if properly lubricated, that the babbitt metal 
will soon “glace" over and form one of the best bearing surfaces 
obtainable. The spindle is bored out to 1 J inches. The driving- 
cone is of five steps, the largest being 12 inches and is adapted for 
a 2f-inch belt. The carriage is of ample strength and has a long 
bearing upon the bed, and supports a very substantial compound 
rest. The carriage is gibbed to the outside of the bed both back 
and front. The apron is of ample dimensions, so as to afford space 
for large and strong operating parts, which are few in number and 
simple in construction. 

The feeds include an independent rod and patent friction feed. 
Combined gear and belt feeds are furnished and also an automatic 
stop motion in connection with either type of feed. There is also 
provided a simple belt tightener device. The belt feeds are from 
25 to 95 per inch inclusive. When a geared feed is wanted the 
belt can be removed and the feed rod connected with an intermedi- 
ate gear. Then by changing the gears upon the feed stud of the 
head-stock, feeds may be obtained from 12 to 125 per inch, inclu- 
sive. Even this range of feeds seems rather fine for modern methods 
of work. The lathe will cut seventeen different threads from 2 to 
20 per inch, inclusive. The rack and rack pinion are of steel and 
capable of disengagement when regular turning feeds only are 
required. An “offset" tail-stock is furnished. 

The net weight of one of these lathes with an 8-foot bed is 3,080 
pounds, by which it will be seen that ample weight is provided to 
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obtain a strong and rigid machine. The countershaft is furnished 
with patent friction pulleys which can be oiled while miming, and 
with self-oiling boxes which will run six months with one oiling, and 
requiring no further attention. 

This company make a variety of different styles and types of 
lathes, as well as attachments and accessories, which will be found 
described and illustrated further on in these pages and under tluur 
appropriate headings. The reader is referred to them for further 
information. 



Pratt & Whitney (Company. 


Another of th.6 old and reliable lathe building OHtablishnicnts 
is that of the Pratt & Whitney Company, which has for many y(^a,l■H 
enjoyed an enviable reputation as makers of fine mac.hine tools. 
While they have been progressive, and have brought out many 
valuable improvements they have never beim prone to exploit 
mechanical fads, or to put on the market comparatively untried 
devices of the newest kind suggested by enthuKsiiists who imagined 
them capable of marvelous results. They have nearly always pro- 
duced machines well and carefully designed, and constructed of 
good material and of excellent workmanshij). 

While the product of the company has been large and varied, 
a great deal of attention has been given to producing good lathes, 
a sample of which is given in Fig. 226, which is a 14-inch swing 
engine lathe of recent design. While rated as a 14-inch lathe it 
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swings nearly 16 inches over the bed, and, as a lathe of that 
capacity, is heavy and strong, with a deep and heavy bed sup- 
ported on their well-known design of legs rather than cabinets. 
Still the net weight of a 6-foot bed lathe is 2,200, which is very 
heavy for a lathe of these dimensions. 

The apron is shown in Fig. 227, in which it will be seen that it is 
of very strong construction, being made with two plates whereby 
the shafts have a support at both ends. The feed rod is carried in 
double boxes in which are carried right and left worms, engaging 
the two worm-gears which operate the feed mechanism. While the 
use of worms and worm-gears in a lathe apron cannot be commended, 



Fig. 227. — Apron of the Pratt & Whitney Lathe. 


and the difficulties which most builders have found with them, have 
caused their use to be discontinued, this company still retain them 
and by very good construction render them successful. 

The lead screw nut is well supported to stand the strain to which 
it is put, and altogether the apron is an excellent specimen of good 
material and workmanship. The double plates are a feature that 
ought to be adopted in all lathe aprons as it adds much to the 
strength of the mechanism, holds the shafts well in line by support- 
ing them at both ends, and materially increases the wearing qual- 
ities of the various parts. 

While the various sizes as have been given for the lathes of other 
builders are not at hand, it may be said that all bearings have more 
than usual diameter and length and the boxes are accurately scraped 
to fit ground journals. The head-stock is massive and well designed 
and provided with a five-step cone pulley. 

The feed gearing is operated by a two-step cone, but has com- 
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pound gearing by which a large variety of feeds may be produced. 
The thread-cutting mechanism provides for cutting from 2 to 92 
threads per inch, and by the use of the translating gears will cut 
all the usual metric threads. 

Other lathes of different dimensions and types will be illus- 
trated and described later on in this book and under their appro- 
priate headings. For information of this kind the reader is referred 
to the chapters on these subjects. 

The name of Flather has been so long and so intimately iden- 
tified with the invention and the building of machine tools, that 



in the development of any type of them we naturally look for those 
bearing this name. In the improvements of the rapid change gear 
devices we find the names of Edward, Joseph, Herbert, and Ernest, 
each of whom have added something new to the “state of the art.’' 

In Fig. 228 is given a front elevation of IS-inch swing “quick 
change gear lathe,” which seems designed to meet the latest 
requirements, and which is powerful, strong and rigid, and com- 
bines a reasonable degree of simplicity with accuracy, ease of 
operation, good workmanship and material. The head-stock and 
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tail-stock are fitted to the bed with a V at the rear and a flat 
track in front, thus permitting the cross bridge of the carriage to 
be deep and strong. As will be seen in the engraving, the head- 
stock is heavy and strong with ample housings for the main spindle 
bearings, which are lined with genuine babbitt metal, cast solid in 
the head-stock, compressed, then bored out and scraped to an 
accurate fit for the ground journals of the spindle, which is made 
of hammered crucible steel. Its front bearing is 3 inches in 
diameter and 4f inches long. The bore of the spindle is 1| 
inches. 

The spindle cone is of five steps and adapted for a 2f-inch belt, 
or made of four steps for a 3J-inch belt, as may be desired. 

The carriage is gibbed on the inside and outside and has ample 
bearing on the V's, while the tool rests are unusually wide and long, 
and are supported the full length by the carriage, even when turning 
the largest diameters. 

The feed mechanism is of new design and accomplishes in a 
simple and durable manner, and with as few gears as may be, all 
the results required in the most modern lathe. In a general way 
it may be described as attached to the front of the lathe in the 
form of a case in which a cone of nine gears is mounted upon a shaft, 
any one of which can be instantly engaged by simply moving the 
lever in front of the case. Upon another shaft located above the 
cone of gears and in line with the lead screw is a double clutch- 
gear controlled by the small lever on the top of the gear case. 
The shifting of this lever to three different positions increases the 
number of changes obtained by the lower lever to twenty-seven. 
This number may be doubled by sliding in or out a gear at the end 
of the lathe, thus giving fifty-four changes in all. An index 
attached to the front of the gear case shows the entire fifty-four 
changes, so that the operator may know instantly which lever it is 
necessary to move, and to what position to set it in order to obtain 
any of the different threads or the different cutting feeds shown 
upon the index, the entire mechanism being so simple that the most 
inexperienced operator soon understands its construction and its 
operation. The standard threads from 2 to 128, including 11|, and 
feeds from 7 to 450 per inch, are readily obtained without removing 
a gear, while provision is made by which odd threads or feeds may 
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be had at little trouble or expense. All the gears in the gear case 
are of coarse pitch, and being cut from the solid are practically 
unbreakable. 

The rack and pinion are cut from steel, as are also all the gears, 
studs and plates in the apron, insuring a great degree of strength 
and durability even under the strains incident to very heavy duty. 

This company make the usual variety of lathes as built by other 
establishments, and all of them are of good workmanship and with 
the well-earned reputation for good tools. 



The Prentice Brothers Company have for years built lathes, 
good lathes, as must be judged by the fact that many hundreds of 
them have been sold and used all over the country. Among the 
older and more conservative establishments turning out this class 
of work, they have yet endeavored to meet the demands of modern 
methods, and in Fig. 229 is shown one of their 16-inch swing engine 
lathes, with a quick change gear mechanism and an “offset” tail- 
stock. 

The head-stock is not as massive as in those of some other 
builders, though strong enough for most kinds of work which the 
lathe will be called upon to do. The spindle is of high carbon steel, 
with 2^-inch by 4J-inch front bearing and a IJ-inch hole in the 
spindle. The spindle is driven by a five-step cone, arranged for a 
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2|-ii^ch belt. The largest diameter of cone-step is 10 inches. The 
spindle runs in hard bronze bearings. 

The quick change gear device contains the ^^cone of gears/’ so 
commonly used in these devices, and also a series of multiplying 
gears at the end of the head-stock, by means of which fifty-five 
changes may be made, from 2 to 60 threads per inch, and feed cuts 
from 10 to 320 per inch. All feeds are positive as no feed belts are 
used. The carriage and apron do not seem to be of sufficient length 
or weight to stand up rigidly to very heavy cuts with the use of 
high-speed tool steel. Neither does the bed seem to be as heavy, 
at least as deep, as we would expect to find in a modern lathe 
adapted to doing the heavy duty now expected of such a lathe. 
The lathe with a 6-foot bed weighs when boxed for shipment 1,850 
pounds. 

The offset’^ tail-stock is a very useful feature, which is patented 
by the manufacturers and about which there has been much dis- 
pute with other builders who have made them from time to time. 

Other than this feature and the quick change gear device the 
lathe appears to be their regular and well-known product of engine 
lathes. 

The company make the usual variety of engine lathes of special 
design for special work as well as their plain lathes. These special 
machines, as well as various attachments and accessories, will be 
illustrated and described in future chapters, later on in this book, 
and attention called to their special features. 

In 1865 P. Blaisdell began the building of lathes and has con- 
tinued the business since. While no great efforts seem to have 
been made to bring out new and novel inventions, the Blaisdell 
lathes have always been known as machine tools, that are well made, 
reliable, and practical. 

In Fig. 230 is shown an 18-inch swing lathe of their manufacture, 
that is a good example of their regular line of product. 

The head-stock of this lathe has a cone of five steps which take 
a 2f-inch belt. The spindle is made from hammered, cast crucible 
steel, and is bored out to IJ inches. The boxes are of gun metal or 
of cast iron lined with genuine babbitt metal, as may be preferred. 
The back gear ratio is 11 to 1, which is high for a lathe of this swing. 

The lathe has a power cross feed with micrometer graduations 
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for the cross-feed screw. There is furnished a rapid change gear 
device for feeding from 13 to 339 per inch, and a new and powerful 
friction warranted not to slip. There is a patented automatic stop 
on the feed rod. The lead screw will cut threads from 2 to 23, in- 
cluding llj pipe thread. The net weight of this lathe with an 
8-foot bed is 2,400 pounds. 

This company make a variety of lathes and lathe attachments 
and accessories, some of which are shown later on in this book, and 
under the appropriate heading, to which the reader’s attention is 
directed if interested in this class of the product. 



Fig. 230. — 18-ineh Swing Engine Lathe, built l)y P. Blaiaclcll & Co. 


The New Haven Manufacturing Company are among the older 
establishments building engine lathes, and for a number of years 
have built a line of very strong and substantial tools, notable not 
so much for fine finish as for rigidity and for practical utility, special 
attention having been given to the quality of the materials entering 
into them. 

Figure 231 gives a front elevation of their 21-inch swing lathe, 
and Fig. 232 is an end view of the head and bed, showing the feeding 
and thread-cutting gears. The arrangement of the former is 
peculiar and the subject of a patent granted to the author. In this 
case there is fixed upon the outer end of the head-shaft a "cone of 





Fig. 231. — 21-inch Swing Engine Lathe, built by the 
New Haven Manufacturing Company. 


When in either of the three operative positions, one of these idle 
gears connects the cone of gears on the head-shaft with a reversed 
cone of gears running loose upon a stud in an arm of the stud-plate, 
and one of them engaging with 
the gear running loose upon the 
lead screw, which gear in turn 
engages with a gear fixed- to the 
feed rod. By this arrange- 
ment the plate carrying the 
three (or more) idle gears may, 
by revolving it to any one of 
its several positions, succes- 
sively connect the different size 
of gears composing the cone of 
gears, and so, at one motion, 
changing the rate of feed. By 
the changing of a pin passing 
through the hub of the feed-rod 
gears, another series of feeds may be obtained. The engraving 
shows a revolving plate carrying but three idle gears. It is obvious 
that any reasonable number of idle gears may be carried and that 



Fig. 232. — End Elevation of 21-indi 
New Haven Lathe. 
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by the use of multiplying gears these ratios may be had in several 
series of numbers. The object of mounting the second cone of 
gears upon a stud fixed in an arm cast integral with the main part 
of the stud-plate (shown in its inactive position) is so that when 
the regular change-gears are mounted upon the head-shaft and 
lead screw, and an idler placed upon the idler stud, and the stud- 
plate raised to an active position for the purpose of engaging the 
three change-gears thus mounted, the second cone of gears will 
be thrown out of their active position and the operation of the 
feed rod stopped. This same device may be applied to the cut- 
ting of threads if desired, by the addition of gears to the cone, and 
the use of multiplying gears to get ratios of 2 to 1, 3 to 1, and 
4 to 1. 

Within the head-stock is a device for handling the reverse 
gears, consisting of a horizontal shaft operated by the handle seen 
in the front of the head, and having upon it a cylindrical cam cut 
with a groove consisting of two movements and three rests, in 
which is engaged a hardened steel pin fixed in the yoke-plate, carry- 
ing the reversing gears. By this arrangement the yoke-plate is 
readily locked in its ^^forward,” ^^back,” and ^^out” positions, and 
held perfectly rigid when moved from one position to the other. 
This device was also invented and patented by the author. Either 
of these devices can be operated while the lathe is in motion, with- 
out danger of breaking the teeth of the gears. 

These lathes have hollow spindles and the one shown in the 
engraving is made to the following specifications. The beds are 
wide, deep and strongly braced and mounted upon cabinets of 
liberal dimensions. The width between the Ws is such aKS to form 
the base of an equilateral triangle, whose apex is the center line of 
the lathe. The heads are very strong and rigid, having a solid 
web entirely across under the cone pulley. The spindle is bored 
out to II inches and runs in nickel bronze boxes. The front bear- 
ing is 3| inches in diameter and 5| inches long. The spindles are 
powerfully back geared and have hardened steel bushings and check- 
nut for taking up the end thrust. Cone pulleys have five steps of 5| 
to 13f inches diameter, and adapted for a 3-inch belt. The tail- 
stock is very rigid, with a set-over^' for turning tapers and is 
secured by two heavy steel bolts. The tail spindle is 2| inches in 
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diameter and bored for a No. 4 Morse taper. Thd&^ll^’ffe^eayy 
and has a long bearing on the V’s, to which it is scraped ImiTStted 
the entire length, and is gibbed at the front and bade to the outside 
of the bed. It has power cross and lateral feeds, an automatic stop 
and a compound rest with a graduated base. The tool is adjusted 
as to height by a hardened steel concave ring and washer. The 
apron is very heavy, the operative parts simple and very strong. 
No worm-gears are used, their usual office being performed by a 
large bevel gear and two sliding bevel pinions, by which the motion 
is reversed. This sliding movement also operates a simple locking 
mechanism by which the thread cutting and feeding operations 
become entirely independent of each other, and each, when in opera- 
tion, locks the other out automatically. The six regular changes 
of feed are 18, 25, 30, 40, 50, and 60 revolutions per inch of move- 
ment for both lateral and cross feed. All feed racks, rack pinion, 
studs, rod and lead screw, are made of special steel, and all nuts are 
case hardened. 

It will be noticed in the engraving of the front of the lathe that 
all movements, including those of reversing, are controlled by levers 
in the front of the apron, so that the operator need not, necessarily, 
leave his place for this purpose. 

A 21-inch swing lathe with a 10-foot bed weighs 3,800 pounds. 

This company manufacture several other types of lathes and 
lathe attachments, which will be illustrated and described later on 
in this work and in connection with similar devices built by other 
makers. 

It is said in a catalogue now on the author’s desk that “the 
name Hendey-Norton has come to be generally recognized as being 
the pioneer in that class of lathes made commercially successful, 
having the mounted systein of geaiing for thread and feed changes.” 
As to how far this claim is correct, is a proper matter for the me- 
chanical public to judge. The phrase “commercially successful” 
seems to have been well put in connection with the statement and 
may possibly be its “saving grace,” for it is well known that as 
early as 1868 Humphreys used the much discussed “cone of gears,” 
and that he wrote in his patent, “I place my gear-wheels upon a 
shaft A, ranging from the smallest to the largest,” while in 1892 
Norton says in his patent, “on the shaft A, and within the box B, 
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are secured a series of gear-wheels E, of varying diameters, arranged 
step-like,” etc. As to who was the pioneer may be an open ques- 
tion, as are a great many relating to the matter of patented inven- 
tions. 

In Fig. 233 is shown a front elevation of the Hendey-Norton 
lathe of 24-inch swing, and is a late development of this establish- 
ment. The head-stock is provided with a “tie” from front to rear 
housing, which gives additional rigidity to the head-stock and pre- 
vents undue vibration of the spindle and its work. The spindle, 
which is bored out to If inches, runs in annular bearings of special 



Fig. 233. — 24-inch Swing Engine Lathe built by the Hendey Machine 

Company. 


metal and having taper bearings for the journals. The front bear- 
ing is 3| to 4f inches in diameter and 7 J inches long, while the rear 
bearing is 3i to 4 inches in diameter and 5} inches long. Both 
these journals are not only self-adjusting, but adjustable, inde- 
pendent of each other, and allow for contraction and expansion of 
the spindle without disturbing the adjustment. The bearings are 
also self-oiling, having automatic oiling rings, running in large 
reservoirs of oil, with provision for catching the oil and returning 
it to the reservoir for use over again. 

The construction of this spindle and its appendages for the 
smaller lathes is well shown in the longitudinal section given in 
Fig. 234, which shows a very clever piece of mechanical construc- 
tion and one well adapted to the purposes for which it is designed. 
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This view in connection with the end elevation and partial section 
given in Fig. 235 shows the internal construction of the feeding 



and thread-cutting mechanism and the gearing necessary to accom- 
plish the results according to Norton^s plan. 

The lathe is provided for automatically stopping the carriage 



in either direction when either feeding or thread cutting, and for 
reversing the travel of the carriage by an apron lever. 
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The spindle cone has but four steps instead of five, as is usual 
with other makers, their diameters being from 6 to 15 inches and 
adapted for a 3|dnch belt. The lathe will cut threads from 1 to 
56 per inch and has a turning range of feeds from 5 to 280 per inch. 
The 24“inch swing lathe will turn 151 inches over the carriage. The 
tool-post takes in tools f by 1] inches. The carriage lias a bearing 
of 34 inches on the bed and is provided with a strong and well 
designed apron, excepting for the fact that worms and worm- 
gears are still retained as a part of their construction, notwith- 
standing the fact that even the best construction of this type is 
liable to injury from the carelessness of the operator and tlie lack 
of a plentiful supply of oil. The tail-stock is strong and rigid, and 
carries a 2J-inch spindle bored and reamed for a No. 4 Morse taper. 
The weight of a 24-inch swing lathe with a 10-foot lied is 5,450 pounds, 
by which it will be seen that it is relatively a heavy lathe, consider- 
ably more so than that of many of its competitors. 

This firm make other types or modifications of their lathes, 
and also some very desirable attachments and accessories for lathers 
which are illustrated and described under their ai)propriatc head- 
ings further on in this work. 

The Lodge & Shii)ley Machine Tool Company liave t.urned out 
some good examples of modern machiiu': tool building, in the recaait 
types of their engine lathes, showing much cousidca-at ion and st udy 
of the conditions surrounding the manufaiduring prolilems of the 
present day. This is noticeable in their 20-inch swing engine lathe, 
a front elevation of which is shown in Fig, 230. 

In this lathe the back gear (luill and pinion are of forged steed 
instead of cast iron, as usual, wher(d)y great strength and durability 
may be expected of this part, which in ordinary lathers not infre- 
ciuently fails and has to be renewed. The cone pinion is also 
of forged steel. The main spindle is of 55 i)oint carbon-steel and 
hammered, and has a l:|-inch hole through its entires length. The 
front bearing is 3.} inches in diameter and 5;] inches long, and l)oth 
bearings are accurately ground and the boxes have an oil reservoir 
beneath them from which oil is raised by small liiuhets attached 
to a brass ring located midway on the journal, thus insuring al)un- 
dant lubrication. Gage glassies at the front of the head-stock 
show the level of oil in these reservoirs, which are deep enough to 
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ixu-itiil, WMliuK'iit to settle at the bottom out of reach of the oil- 
raising l)U(^ki^lw, thus keeping the lubricant on the journal clean and 
in good condition. The tlirust collar- is of steel, hardened and 
gromul. 

arrangement and construction of the head-stock, 
and ihi\ gc^aring:; contained in the front end of the bed, is well shown 
in th(', longiliK linal section in Fig. 237, and the end elevation in 
Idg. 23cS. In tJiese engravings the location of the ''cone of gears’" 
is s(M‘ii (o I)(‘ ill tlu^ IxmI of the lathe instead of in a box or extension 



in front of il<, or jiartially in the head as is the case of some of the 
rapid chang(^ g!;(^ar devices. In Fig. 238 the location of the various 
luuulk\s and lovers for controlling the change gear device is clearly 
shown and (hoir use and operation may be readily seen and under- 
stood. iMovable or sliding connecting or intermediate pinion, 

(*a,rri(al by a k'sver which is held in place by a spring pin entering 
any oiu^ of (hce line of lioles shown in the front of the head-stock in 
Mg. 23(>, is practic.ally the same as used in the liendey-Norton 
hillu‘ and in othei's of this type. These changes are very quickly 
and c(»ria.inly made, and the mechanism appears to be substantial 
and durabkn 

Th(‘ b(‘d is (h^signed with ample depth and width, and is strongly 




IG. 238. — Eijd Elevation of the Lodge Fig. 237. — Longitudinal Section of the Lodge & Shiply 

& Shipley 20-inch Lathe. Heid-Stock for 20-inch Lathe. 
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braced internally by cross girts The surfaces to which the lead- 
ficr(^w bearings arc fastened are planed to receive them and the 
pai'ts are tongued and grooved to insure perfect alignment. The 
V’s ai-(i rounded on top to prevent bruising. In lathes of 22-inch 
swing and larger the beds are additionally strengthened by a cen- 
(,ral longitudinal brace, in the top of which is a rack into which a 
pawl pivoted to the bottom of the tail-stock engages, thus affording 
a positive brace for holding the latter in position against heavy 
slj-ains. The rear end of the bed is cut down low enough to permit 
th(! i-eady withdrawal of the tail-stock, which is very convenient 
wlum turret slides or similar attachments are to replace the regular 
tail-stock. 

The cari'iage is strong and heavy with liberal length of bearing 
upon the V’s the entire length of the carriage, which is gibbed to 
tlu' l)('d its entire length also. In place of an inside V at the front 
of llui IxhI, th(^ surface is flat for the carriage to find an additional 
bc'aring, thus shorbuiing the distance between the supports of the 
<uu'riag(^ and so affording additional strength and rigidity immedi- 
ately under that portion supporting the compound rest in its usual 
position. The V’s are kept clean and also lubricated by a specially 
(k'sigiied wipc'i- and oiler brstened to the ends of the carriage. 
'I'liis not. only insures the proper lubrication but prevents grit and 
dii't, gc't.t.ing hcl-wecm the carriage and the V’s, and so destroying 
their accuiratc bearing and smooth surface contact. 

The apron is of ample strength and made specially rigid by three 
bi'aces through its entire length and a longitudinal brace across 
the bottom. It is tongued and grooved into the carriage, and 
firmly bolted to it. No worm or worm-gears are used, a compact 
arrangiutumt of a largo bevel gear and two bevel pinions mounted 
in a sliding frame taking the place of the older method of construc- 
tion. There arc few gesars used in this construction, and all of them 
an' of st('el and run on hardened and ground steel studs or shafts. 
Tlui lea<l screw pas.ses through the double bevel pinions, and is 
spliiu'd to tlu'in by a spline reaching the entire length of the gear 
sitHWC', tlu' edges of tlic spline being carefully rounded to prevent 
the |)ossibility of injuring the split nuts, which are made from 
solid metal and then split, instead of being lined with babbitt 
UKital as usual. These nuts are held in planed grooves in the 
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back of the apron, no clamps or screws being used. This holds 
them very rigidly under the heaviest strains. In the larger 
lathes it is, of course, necessary to back gear the operative parts 
for ease of handling. This is done with few gears, which are 
made heavy and strong. The lead screw threads are never in use 
except when thread cutting, the locking out of the thread cutting 
or the regular feed device being automatically and surely provided 



Fig. 239. — Apron of the Lodge & Shipley 20-iuch Lathe. 


for by a simple device. The rear of this apron is shown in Fig. 239, 
by which its compact form and mechanical design is clearly shown. 

This establishment builds other types of lathes of. veuy practical 
and useful forms and equally good design, as well as various attach- 
ments and accessories which will be found illustrated and described 
further on in this book under their appropriate headings, and to 
which the reader is referred for information of this character. 


CHAPTER XVI 


ENGINE LATHES CONTINUED 

Schumacher <fe Boye's 20-inch instantaneous change gear engine lathe. 
Emmes change gear device. 32-inch swing engine lathe. Le Blond 
engine lathes. 24-inch swing lathe. The Le Blond lathe apron. Com- 
plete drawing of a front elevation. The Bradford Machine Tool Com- 
pany's 16-ineh swing engine lathe. The American Tool Works Company's 
20-inch. The Springfield Machine Tool Company's 16-inch engine lathe. 
The Hamilton Machine Tool Company's 18-inch swing engine lathe. The 
W. P. Davis Machine Company's 18-inch swing engine lathe. The Fos- 
dick Machine Tool Company's 16-inch swing engine lathe. 

The firm of Schumacher and Boye build a line of well-designed 
and practical engine lathes, one of which, called by the makers their 
20-inch instantaneous change gear engine lathe, is shown in 
Fig. 240. 



Fig. 240 . — 28-inch Swing Instantaneous Change Gear Engine 
‘Lathe Duilt by Schumacher & Boye. 


It will be noticed that the spindle cone has but three steps, 
respectively 9, 11, and 13 inches in diameter, and adapted for a 
3i“inch belt. As the head is double back geared, the requisite 

.‘^07 
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number of different speeds is obtained, the back gear ratios being 
3^ to 1, and 10 to 1. The front bearing of the main spindle is 3^- 
inches in diameter and 6 inches long. The spindle has a l'j'*g-inch 
hole through its entire length, and reamed for a No. 4 Morse taper. 

The change gear device is the one patented by Emmes, in 1902. 
and is very effective as a piece of practical mechanism, and is oper- 
ated by a front and a top lever, swinging upon centers and carrying 
index pins which enter any one of a circle of index holes. Sliding 
pinions are also used upon the feed rod to still further enhance the 
value of the mechanism by providing for the operating or the dis- 
connecting of the feed rod. The reverse for both feeding and thread 
cutting is handled at the head, and in the apron, as may be desired. 
The cutting feeds are locked "out” while threads are being cut, 
and vice versa. Forty changes of feeds and for thread cutting is 
provided for. The apron is constructed on simple and strong 
lines and is effective in withstanding the strains and shocks to 
which it is subjected. All the gears in it are made from drop 
forgings. The lathe with an 8-foot bed weighs 3,850 pounds. 

This establishment makes lathes up to 48-inch swing, those of 
32-inch swing and upward being provided with triple geared head- 
stocks which are built very strong, heavy, and rigid. These larger 
lathes all have the “instantaneous change gear” device, practically 
the same as that provided for the smaller lathes. The aprons of 
these lathes are of the box form and of very rigid construction, 
avoiding overhang as much as possible, and also the straining of 
pinions and studs. These studs are made of tool steel and inn in 
bronze-lined boxes. The lead screw nuts are also of bronze. The 
main spindle, in the head-stock, is of 75-point carbon, crucible steel, 
has a 3i-inch hole, and runs in phosphor bronze boxes. It is 
reamed for No. 6 Morse taper. The carriage has bearings through 
its entire length on the V's, and is gibbed both back and front. The 
compound rest has an angular feed by power with 12 inches travel. 
The apron and compound rest have steel gears throughout. The 
tail-stock is provided with a pawl which travels in a rack formed 
in the bed similar to those shown by Lodge & Shipley. The 
48-inch lathe will swing 31 inches over the carriage. The lathe 
with a 14-foot bed weighs 17,500 pounds, and is a very strong 
and rigid lathe. 
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This lathe has forty changes of feeds and also the same number 
for thread cutting. 

The company make the usual variety of lathe attachments and 
accessories necessary to fitting out their lathes with modern con- 
veniences, which will be mentioned later and under headings that 
follow this in proper order. Many of these have found their way 
into the best machine shops of this countiy, and are much appre- 
ciated. 

The LeBlond manufacture of lathes, like their milling machines, 
are well known in the market, and are noted for their good and care- 
ful design so as to properly meet the requirements which they have 
to fulfil. They are made from a good system of standard plugs, 
jigs, and templets, by which all the component parts are rendered 
interchangeable. 

The spindles are all made from hammered crucible steel and 
finished by grinding. The boxes on the smaller lathes are com- 
posed of phosphor bronze, while those of the larger and heavier 
lathes are lined with genuine babbitt metal. The lead screws are 
made from 20-point carbon open hearth steel and are not splined, 
whereby the accuracy of the screw is maintained for good thread 
cutting. Thread-cutting stops are graduated in thousandths of 
an inch and right or left hand threads are arranged for by a 
reverse in the head. 

The lateral and cross feeds are automatic and are properly 
graduated for good work. The aprons are unusually heavy and so 
arranged that it is impossible to throw in the rod feed and the lead 
screw feed at the same time. The rack pinion can be freed from 
engagement with the rack by lowering it out of its engaged position 
so that there is no undue resistance when thread cutting is to be 
done. It frequently happens that much friction is caused by these 
strains upon the moving parts of the apron and cause serious in- 
convenience and often damage or breakage to the ports, particu- 
larly to the rack pinion. 

The tail-stock set-over arrangement is graduated so that tapers 
may be readily determined. They are of the overhanging type, 
frequently referred to as 'Hhe English style,” whereby the com- 
pound rest may be swung around to a position almost parallel with 
the lathe bed. 
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The feed cones on the 12-inch to 24-inch swing lathes are so 
arranged that there are tighteners to apply to an improved chain- 
feed device so that there is none of the usual troubles from feed 
devices driven by belting. On the larger lathes there is provided 
an improved chain device, giving three independent feeds on the 
feed rod, and which can be changed instantly by a lever in the 
front of the head-stock. 

While this establishment makes several types of lathes, it will 
be sufficient for our purpose here to introduce the regular engine 
lathe, and that of 24-inch swing is taken as a good example and 
shown in Fig. 241, which gives a front elevation, while Fig. 242 



Fig. 241. — 24-inLch Swing Engine Lathe built by tne 
R. K. Le Blond Machine Tool Company. 


is an end elevation showing the change gearing. The general 
description of this lathe is as follows: 

The range of threads that can be cut is from 1 to 16 per inch. 
The main spindle is bored with a 23 j^g--inch hole and the front end 
bushed for a No. 5 Morse taper. The front bearing is 4| inches in 
diameter and 8 inches long. The lathe is driven by a five-step 
cone, the steps being from 6 to 17 inches in diameter and adapted 
for a 3|-inch belt. While rated as a 24-inch swing lathe, it really 
swings 25| inches over the bed and 16 inches over the carriage. As 
a 10-foot bed lathe takes in 4 feet 4 inches between centers, it is 
seen that the head-stock and tail-stock occupy a space of 5 feet 
8 inches on the bed, giving the opportunity to make both of these 
important features strong, rigid, and massive. As a 10-foot lathe 
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weighs 5,900 pounds net, it is seen that the weight is 590 pounds 
per foot. Countershaft pulleys being 16 inches in diameter, and 
for 5-inch belt assures ample driving power, and which, run at 120 
and 165 revolutions per minute, give a spindle speed of 2| to 460 
revolutions per minute, which is as wide a range as would possibly 
be needed in a very large variety of work. 



Le Blond Lathe. 

In the end elevation, shown in Fig. 242, the two stud-plates and 
the system of change gearing is clearly shown, and a good idea is 
given of the strength and stability of the lathe. 

The operative parts of the apron of the smaller sizes of Le Blond 
lathes is shown in Fig. 243, by which it will be seen that they are 
very simple, and that therefore the parts may be made of sufficient 
strength to withstand the hard usage to which a lathe is often sub- 
jected. The operation of this mechanism is so simple that a de- 
tailed description does not seem necessary, although attention is 
called to the very simple manner of locking the rod feed out when 
the lead screw feed is in operation, and vice versa. 
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As no engraving of the exterior of a lathe can give a proper and 
correct idea of its interior construction, a full and complete draw- 
ing of a front elevation of this lathe is given in Fig. 244, particularly 
to illustrate this lathe and in a general way to show the construc- 
tion of a modern engine lathe of a substantial and pi'actical type 
for heavy, every-day work, and showing its general symmetry and 
good proportions. 

The Bradford Machine Tool Company have recently developed 
a line of lathes which compare very favorably with those of other 
builders and possess some excellent features of strength, durability, 
and convenience for straight, every-day machine shop work. 



In the design and construction of these lathes there are several 
noticeable features that may well be mentioned. None of them 
have cabinet legs. The old-style belt feed is used in nearly all of 
them. One of the exceptions is the 16-inch swing lathe which is 
adapted for tool-room work and has the rapid change gear device, 
patented by Johnson, which gives a wide range of turning feeds and 
thread-cutting pitches. 

A front view of one of these lathes is given in Fig. 245. 

The reverse in the head-stock of these lathes docs not seem to 
be particularly effective. A tightening device for the feed belt on 
most of these lathes is handy and practical. There are other 
special features which will be noticed later on. 

The main spindles of these lathes are of hammered crucible 
steel with adjustable, taper, bronze boxes; the journals (as well as all 
other cylindrical bearings of the lathe) are ground. In the 16-inch 
lathe the spindle is bored out to 1^ inches. 
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Ck)mpleta Design of the 24 -inch Le Blond Lathe. 
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The head cone is of five steps and adapted for a 2|-inch belt. 
The lathe swings lOJ inches over the carriage. The carriage and 
apron are of ample dimensions and the requisite strength for all 
practical purposes. The lathe is back geared 9} to 1. A 6-foot 
lathe weighs 2,000 pounds. 



This lathe will cut threads from 3 to 46 to the inch, and has a 
ratio of feeds of 4J times the number of threads per inch. 

Figure 246 is a longitudinal section of the head-stock, giving a 



-i 

I 




t 



clear idea of the construction of the spindle, boxes, thrust bearings, 
and housings, as well as the form and strength of other parts of the 
head-stock. The thrush bearing is upon a fiber washer supported 
by a thrust screw and adjusting nut. 
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A rear view of the apron is shown in Fig. 247, by which it will 
be seen that worms and worm-gears are avoided and the substantial 
arrangement of a large bevel gear and double bevel pinions, mounted 
in a sliding form, takes its place. The locking device for preventing 
the interference of the thread-cutting and turning feeds with each 
other is clearly shown. The smaller pinions and the large rack 
gear are of steel and the rack pinion is capable of being withdrawn 
when thread cutting is being done. 

The carriage is scraped to the full bearing of its entire length 
on the V’s and is gibbed at both back and front to the outside of 
the bed. It is made deep and strong and has power lateral and cross 
feeds in all sizes of lathes. 



Fig. 247. — Apron of the IG-inch Bradford Lathe. 


This company make a variety of different types of lathes and 
attachments for them, which will be illustrated and described 
under appropriate headings and later on in these chapters. 

The American Tool Works Company is a comparatively new 
concern and is, therefore, unhampered by old traditions and the 
somewhat inconvenient inheritance which burdens some of the 
older manufacturers, that, is, an accumulation of old designs and 
older patterns. 

In Idg. 248 is given an illustration of their 20-inch swing engine 
lathe, which has a rigid and strong appearance and mechanical 
design that speaks well for its builders, who have evidently in- 
tended to make a lathe of exceptional productive capacity, and 
ability to stand up to the heavy duty now imposed on such tools 
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by the use of high-speed tool steels and coarse feeds for the rapid 
reduction of the material. 

The head-stock is massive and of a symmetrically rounded form. 
The cone has five steps and takes a belt of rather more than the 
usual width. The spindle is of high carbon special steel and accu- 
rately ground, bored out with a large hole, and runs in a good 
quality of anti-friction metal boxes, provided with automatic ring 
oilers. 

The carriage is proportionately heavy and strong, liberally 
provided with T-slots, and has a flat top for convenience of bolting 
down work to be bored or otheiwisc machined. The bearings upon 
the Vs extend the entire length of the carriage. The compound 



rest is broad and strong and well fitted with hand-scraped surfaces, 
as are all the sliding contacts of the lathe. 

The bed is of deep box girder section. The webs are well tied 
together with cross bars of box form, making the bed very strong 
and rigid. It is of the “ drop-V ” pattern, which gives an additional 
swing of about 2 \ inches. The Vs are far apart and the front tail- 
stock way is flat, which, in connection with the drop-V construction, 
renders it possible to add an unusual amount of metal to the bridge 
of the carriage, thus insuring unusual stiffness and rigidity. 

The lead screw is located within the bed and imparts motion 
to the carriage directly under the cutting-tool. This construction 
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obviates much of the tendency to twist or lift the carriage off its 
seat so common in even the best inoclorn lathes where the lead screw 
is located on the outside of the bed and pulls the carriage by its 
conneediou with the apron. The ai)ron is tongued and grooved to 
the carriage and secured l)y large and sul)stantial screws. All 
studs are of tool steel, hardened and ground. All pinions are of 
steel and arc bushed with bronze. All gears are of wide face and 
coarse i)it(‘li. The reverse feeds are not by means of l)evel gear and 
two bevel i)inions, as in most modern lathes, but by tumbler gears, 
suitably controlled at the front of the apron. It is well known that 
bevel gears and pinions are broken by slipping in and out of engage- 
ment when running. In this lathe the bevel gear and pinions are 
constantly engaged, and therefore can be cut theoretically correct 
and run in close working contact. A separate splined rod is pro- 
vided for driving the apron mechanism, thus obviating the necessity 
of splining the lead screw, as it is well known that no screw will 
rc^main true after splining. The screw is therefore simply and solely 
used for thread cutting and as a further precaution it is placed 
inside of the bed and has no connection whatever with the apron or 
its mechanism. 

The carriage slides, l)oth upper and lower, are fitted with tai)er 
gibs which are tongued and grooved into the sidc^s, so that no amount 
of strain will disturb them. These gibs are adjusted l)y a con- 
vciiiient screw at each end. The feed screws are provided with 
micrometer dials. 

The thread-cutting mechanism is exceptionally well made. All 
shafts arc of high carbon steel and accurately ground. The four- 
s|)ecd gear box is mounted on the head end of the bed, and by means 
of clutch members, operated by suitable knobs conveniently located, 
four changes are instantly obtainal)le. This, in connection with a 
cone of eleven gears, mounted on the inside of the bed, any one of 
which can be engaged instantly by means of a sliding tumbler gear, 
makes forty four changes obtainable, without removing a gear. 
The index is well arranged and comparatively simple to under- 
stand, so tluit the practical operation of this mechanism is more 
simple and easy than many of the rapid change gear devices. 

The workmanship on these lathes is unusually good, and this 
ai)plies not only to the smoothness and fineness of finished surfaces. 
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but what is of still more importance, to good fits. That the makers 
have endeavored to make a particularly good lathe is evident, what- 
ever may be our opinion of the design of the ^^disc of gears intro- 
duced into the rapid change gear design. 

The Springfield Machine Tool Company make a variety of engine 
lathes and special lathes for various purposes that are unique in 
some respects, and very serviceable lathes for a large class of manu- 
facturing work. 



Their 16-inch engine lathe is shown in Fig. 249, which is equipped 
with rapid change gear device, reverse motion operated at the apron, 
automatic stop for turning and thread cutting, and provided with 
a friction-geared head spindle. 

In Fig. 250 is given an end elevation of the lathe, principally for 
the purpose of showing the rapid change gear device, which is of 
the type first patented by Edward Flather in 1895, and since used 
to a considerable extent on small lathes built by various makers and 
under several later patents, most of which are modifications of 
that of Flather. 

The main spindle is hollow and of hammered crucible steel, with 
large bearings running in self-oiling bronze boxes, and is friction- 
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geared in a similar manner to that of a screw machine or turret 
lathe, which is of considerable convenience in many classes of work. 

The lead screw has a telescopically arranged extension, con- 
trolled by a hand lever. This extension of the lead screw is re- 
duced at its end to enter the hole in the change-gear, a distance 
equal to its width, before the clutches with which the change-gears 
and extensions are fitted come in contact with each other. Thus, 
when one of the change-gears is connected with the lead screw it 
ceases to depend upon the disc for support, but is mounted on the 
lead screw as substantially as if secured 
by a nut and washer, although it is at 
other times supported by, and practi- 
cally journaled in, the circular gear 
box. As a sufficient range of feeds or 
screw pitches cannot be obtained by 
changing gears on the lead screw, only 
provision is made at the head-stock for 
various ratios of speed. This is ac- 
complished by means of three pairs of 
gears, contained in cases, and giving 
the ratios of 1 to 1, 2 to 1, and 4 to 1; 
and when the latter two are revensed, 
the ratios become 1 to 2, and 1 to 4, 
giving five rates of speed for the fixed 
pinion which engages with the inter- 
mediate gear, necessary for transmit- 
ting the motion to the gear on the lead screw. 

As there is only one pair of gears that can be used at a time, 
a receptacle is formed in the leg of the lathe to receive the other 
pairs, one being suspended from a stud projecting from the rear 
of this cabinet, while the other is similarly placed on the inside of 
the door, rendering either equally available for use in a moment. 

The range of threads which may be cut on this lathe is from 2 to 
56 per inch, and the turning feeds from 8 to 224 per inch. 

Every change required to cut any of the threads or to produce 
any of the feeds above given can be made while the lathe is in 
motion. 

While the type of device for rapid changes in speeds and for 



Fig. 250. — End Elevation of 
16-inch Springfield Lathe. 
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thread cutting may not appeal to those niacliinists who desii’O a 
strongly built and strongly geared mechanism, this lathe is still 
very useful on a large variety of small and medium sized wonk, of 
which there is usually a great quantity in the modern factory or* 
machine shop devoted to tliis class of work, 

The same company make various types of useful lathes, fixturtv*-, 
and accessories that will be referred to urnku’ the proper hea<Iing;H 
later on in this book. 

The Hamilton Machine Tool Company build a commendable 
line of engine lathes and seem to have aimed to build machincH of 



good design and construction, combining the later features that 
are demanded by modern rnethods of machine shop and factory 
requirements for accurate and rapid work as well as a wide range of 
product. 

The later designs of this company arc heavy and rigid, yet with 
proper appreciation of the proportioning of the component jrartH, 
the machine does not have the clumsy or overloaded appearance 
sometimes seen in heavy lathes. 

As a sample of their modern lathes their IS-inch swing engine 
lathe is shown in Fig. 251. The bed is deep and wide and wtdl 
braced to resist strains. It is supported upon cabinets of modern 
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<lesign, affortling ample cubpoard room for storing tools and small 
parts. The pads for the lead screw, feed rod and reversing rod 
bearings arc grooved ami the bearings planed to fit them, thus assur- 
ing true and pcniianent alignment. 

The head-stock is massive and of good design, insuring rigidity 
and preventing vibration ami chatter even on the heaviest work 
which the lathe will be called upon to perform. The spindle is of 
high carbon steel forging and bored out 1| inches. It is ground 
its entire length and runs in phosphor bronze bearings, hand- 
scraped to fit the spindle. Anti-friction thrust bearings are pro- 
vided with an adjusting nut for taking up lost motion due to wear. 
On this lathe these bearings are provided with hardened and ground 
steel washers. On the 22-inch swing and larger lathes these bear- 
ings are provided with hardened and ground-steel balls which are 
also adjustable and reduce the friction to a minimum, the ball-races 
being of tool steel and also hardened and ground. 

The spindle cone has five steps, the largest being 12 inches 
diameter, and adapted for a 2J-inch belt. Readily removable 
gear guards protect the face gear and the back gear from injury 
by chips, dirt, etc., and the operator from the danger sometimes 
resulting from these exposed parts. 

The tail-stock is of the “offset” pattern, that is, cut away in 
front so as to permit the compound rest to swing around parallel 
to the V’s of the lathe. The tail spindle is 2-j\ inches in diameter, 
and is graduated for convenience in drilling. It is of steel and 
accurately ground and has an unusually long movement. The 
tail-stock has the usual set-over adjustment for turning tapers. 

The carriage is massive and strong, and is gibbed at the front, 
back and center, and is scraped to a solid bearing upon the bed, 
throughout its entire length. It is entirely flat on top and amply 
provided with T-slots, so that work to be bored or otherwise ma- 
chined can be as readily clamped upon it as upon the table of a 
planer or milling machine. The cross-feed screw has a micrometer 
attachment, by means of which, not only can turning and thread 
cutting be much facilitated, but the drilling of jigs and fixtures 
may be as readily done here as on a milling machine, so far as laying 
off accurate distances is concerned, by strapping the work to an 
angle-plate bolted down to the carriage. 
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In addition to the above feature, the lathe is provided with a 
rotating indicator or chasing dial, located on the top of the cai'riago, 
■which enables the operator to catch the thread quickly and properly 
without reversing the forward motion of the lathe; and permitting 
him to return the carriage quickly to the starting-point by hand. 

The compound rest is large and heavy with broad wearing sur- 
faces accurately fitted by hand scraping, and provided with taper 
gibs. The swivel is graduated in degrees so that it can be quickly 
set at any required angle. The tool-post is formed from a solid 
steel bar and has a tool steel screw. 

The apron is large and strong, and is fitted to the carriage by a 
tongue and groove. The operative parts are heavy and strong. 
The rod feed and the thread cutting by the lead screw are inde- 
pendent, and each, when in use, locks the other out of the possibility 
of becoming engaged, thus preventing the liability of breakage 
from this source. The feeds are driven by a poweiful friction de- 
vice and are readily reversible at the apron by a single movement. 

An automatic stop is provided by the addition of a rod running 
the entire length of the bed, and which operates ecpially well when 
feeding in either direction. It operates with either the turning 
feed or with thread cutting, and enables the operator to chase up 
to a shoulder, by which feature it is very useful in cutting internal 
threads, or in boring to a certain fixed depth. It can also be set 
to prevent the carriage running against cither the head-stock or 
tail-stock, and is therefore a safety device against the serious acci- 
dents that sometimes occur from this cause. This device is of great 
advantage in duplicating work such as the turning of shafts having 
one or several shoulders, as, the cut once fixed, the stop collar may 
be set and no further attention paid to the location of the shoulders 
than would be necessary in an automatic machine. 

The quick change gear device by which a large number of threads 
of different pitches are cut, and by which a wide range of turning 
feeds are obtained, contains the "disc of gears” or circular case, 
containing eight change-gears and constructed upon the plan first 
invented and patented by Edward Flather in 1895. In addition 
to this device the usual multiplying gears are used, being contained 
in another case which properly protects them. This device is 
shown in the accompanying illustrations, in which Fig. 252 is an 
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end elevation and Fig. 253, a vertical, longitudinal section, showing 
the general design of the mechanism, which appears considerably 
complicated and hardly as strong as such a device ought to be in 
order to withstand the strains to which it is usually subjected, and 
therefore liable to get out of order. The device is well made and 
of good material, and will, no doubt, give as good results as may 
1)0 expected from this form of rapid change gearing. It will cut 
4S (liff(;rent threads from 1 to 56 per inch, and cutting-feeds from 
6 to 336, all inclusive, by the use of three removable change-gears. 
The method by which the various changes are made is necessarily 



complicated, and in the hands of an inexperienced operator might 
lead to tnistakes. This can be said of several of the similar devices 
built by other establishments. 

The weight of the 18-inch swing by 8-foot bed lathe is 2,580 
pounds, by which it will be seen that there has been no stinting of 
material in its design. 

This company build a variety of lathes and attachments and 
accessories for the same, which are illustrated and described under 
appropriate headings later on in this book, and to which the reader 
is referred for information concerning them. 

The W. P. Davis Machine Company make a general line of 
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plain engine lathes, of which a good example is shown of their 18- 
inch swing lathe in Fig. 254. The bed is of ample depth and well 
proportioned, and is supported on the older design of legs instead 
of cabinets. 

The head-stock is of ample dimensions and has a crucible steel- 
forged spindle with a I'/^-ineh hole through its entire length, and 
runs in phosphor bronze boxes, reamed and liand scra})ed. I’lie 
front bearing is 3 inches in diameter and 5 inches long. Tlu; siundle 
cone has five steps, the largest being 11 inches in diameter and 
adapted for a 2Hnch belt. 



Fig. 254. — IS-inch Swin^j Engine Lathe, built by the 
W. P. Da via Machine Tool Company 


The feed is belt-driven by the usual three-step cone, an arrange- 
ment for tightening the belt and multiplying gears whereby six 
different feeds may be obtained. The change-gears are such as 
will cut threads from 2 to 32 per inch inclusive. 

The carriage, apron, tool-rests, etc., are of ample dimensions 
for the requisite strength. This lathe with an S-foot bed weighs 
2,460 pounds, a fair weight for a manufacturing lathe of these dimen- 
sions, which has evidently been the aim of tlie builders to jjroduce. 

The same firm make other types of lathes whicdi are illustrated 
and described in future pages and under their appropriate headings. 
Some of them have special features to which the attention of the 
reader is particularly directed. 
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The Fosclick Machine Tool Company, better known as builders 
of radial drills, have recently commenced the construction of lathes 
also, and the one shown in Fig. 255 is entitled to special considera- 
tion as the. aim of the makers evidently is to produce a lathe for 
practical use that will meet the demand for a good lathe at a reason- 
.able price. This lathe is equipped, as illustrated, with feed box and 
with compound rest. The bed is made in different lengths from 
6 to 12 feet, with cabinet or regular legs, and with or without oil 
pan. The spindle bearings are 2| and 2J inches diameter; there is a 
IJ-inch hole through the spindle, and draw-in chucks are furnished 



Fig. 255. — 16-inch Swing Engine Lathe built by the 
Fosdick Machine Tool Company. 


when required. The bearings ar6 bronze bushed throughout, and 
constant lubrication is afforded through an endless chain and large 
oil pockets. Owing to the design of the head, a three-step driving 
pulley may be used in place of the five-step cone, insuring a more 
powerful spindle drive when required for high-speed steel work. 

The carriage has bearing surfaces of ample length and width on 
the shears, and the apron is of the box-section type, insuring strength 
and stiffness. The design of the tail-stock is clearly shown, and 
also that of the follow-rest. The compound rest is designed to 
receive a heavy tool-post. The compound feed box shown is the 
well-known Emmes device, giving forty changes, the screw-cutting 
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feeds ranging from 2 to 56 threads per inch, and the feeds for turning 
being just one fourth as coarse. 

The taper attachment can be placed on any of tlie lathes with- 
out changing the bed or fitting it with brackets, and a turret of 
pentagon form, for the carriage, can be furnished when desired. 

All screws on any part of the lathe requiring adjustment are 
operated with the tool-post wrench. The friction countershaft has 
self-oiling bearings and oil wells are formed in the fihition pulleys. 

The swing over bed is 16J inches, and over carriage lOJ- inches. 
With the 6-foot bed, the length taken between the centers is 34 
inches. The width of the five-step cone pulley face is 2^ inches, 
and of the three-step 3i inches. The countershaft speed with five- 
step cone is 120 revolutions per minute, and with three-step cone 
250 revolutions per minute. The weight of the lathe with 6-foot 
bed is 2,000 pounds, which is ample for a lathe of these dimensions, 
and considerably above the average. 


CHAPTER XVII 


HEAVY LATHES 

The Bradford Tool Company's 42-inch swing triple-geared engine lathe. 
The American Tool Works Company's 42-inch swing triple-geared engine 
lathe. The New Haven Manufacturing Company's 50-inch swing triple- 
geared engine lathe. The Niles Tool Works 72-inch swing triple-geared 
engine lathe. The Pond Machine Tool Company's 84-inch swing engine 
lathe. 

The 42-inch swing triple-geared lathe, built by the Bradford 
Machine Tool Company, is a good example of a well designed and 
massive lathe for the heaviest work to which a lathe of this char- 
acter will be subjected. With the severe requirements of modern 
shop methods and the use of high-speed steels the problem confront- 
ing lathe builders has been one to tax their utmost energies in the 
way of good design scientifically and practically worked out; good 
materials lavishly applied; and good workmanship in every part. 
Without all of these in a marked degree a lathe may scarcely be 
classed as modern. 

As to how well the designers and builders of the Bradford lathe 
have succeeded in their conditions is to a considerable extent 
manifest by an inspection of the illustration given in Fig. 256 and 
a study of the description which follows, as well as to some detailed 
engravings illustrating the special features of the machine. 

The head-stock is long and massive, occupying over five feet 
on the head end of the bed, affording large housings for the spindle 
boxes and ample space for broad-faced, heavy back gears, and a 
five-step cone of from lOJ to 22 inches in diameter and 5| inches 
face. The spindle is of crucible steel and is bored out with a 3-inch 
hole. It has a front bearing 6 inches in diameter and 10 inches 
long, and a rear bearing 5 inches in diameter and 9 inches long. 
The bearings are accurately ground and run in heavy bronze boxes, 
which are reamed and hand-scraped to a fix. 
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It was probably not an Irishman who wrote in the manufac- 
turer’s catalogue that the back gears are conveniently located in 
front,” however much it may sound like it, as it is a mechanical 
fact, and being so located applies the power at the proper point. 



Fig. 266. — 48-inch Swing Engine Lathe built by the 
Bradford Alachine Tool Company. 

Being triple geared there are fifteen speeds, increasing in proper 
geometrical progression, and the lathe is provided with three rapid 
changes of feed for each speed. 



Fig. 267. — Head-Stock of the 48-inch Swing Bradford Lathe. 

The coarse screw-cutting arrangement is shown at the left of 
the engraving, Fig. 257, and is a regular device on these lathes. It 
consists of a short intermediate shaft in the outer end of the head- 
stock, running in a sleeve adapted to be moved longitudinally. 
On each end of this shaft is fixed a spur gear, and when the shaft is 
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shifted to its outward position, the gear on the outer end of the 
lathe spindle communicates motion to the screw. When this shaft 
is at its inward position, motion is communicated from the cone 
gear in a ratio of 8 to 1. So that if the lathe. is geared ordinarily 
to cut one thread per inch with the outer gears engaged, it will, 
with the inner gears engaged, cut a thread eight times as coarse, or 
one thread in 8 inches. In cutting very coarse threads the back 
gears are always used. Running in this manner the strain is taken 
off the change-gears, and threads or spirals as coarse as one turn in 
16 inches can be cut. 

In Fig. 258 is shown the nest of gears attached to the front of 



the bed. The three upper gears are fast to the lead screw, while 
the three lower gears are engaged consecutively by a sliding key, 
controlled by the nut shown at the right of the engraving, and 
handled by a wrench. These gears are of steel and may be engaged 
and disengaged while in motion. 

The apron is massive and well constructed. A rear view of it is 
shown in Fig. 259, by which it will be seen that it is very simple, 
and therefore the parts may be made of ample strength. All shafts 
have bronze-bushed bearings. Independent frictions are used for 
both lateral and cross feeds, and are reversed from the front of the 
apron. 

The lead screw is splined to drive the two bevel pinions, and its 
thread is only used when cutting threads. The halves of the lead 
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screw nut are operated by the usual form of cam, controlled by a 
lever shown at the right hand of the apron in the front view, as in 
Fig. 256. The end of the sliding rod which carries the forks foi- 
moving the bevel pinions is extended to the lead screw nut, where 
an attachment is made for locking the lead screw nut open when- 
ever either bevel pinion is engaged with the driving bevel gear, and 
for locking both of these bevel pinions out of engagement whenever 
the lead screw nut is closed, thus preventing the two types of feed 
being thrown in at one time. The rack pinion is adapted to be 
withdrawn from engagement with the rack when thread cutting 
is being done. 

The carriage is very long, deep, and massive, and is gibbed both 
front and back. It has a bearing of 48 inches on the V’s, and is 



hand-scraped to an accurate fit. The inside V’s of the bed are 
lower than the outside V’s, by which construction the bridge of the 
carriage may be made much thicker and stronger, thus adding 
materially to the strength of the carriage at the point where it is 
usually the weakest. 

The compound rest is large and broad, with an ample tool block 
with heavy tool clamping bars, and having an angular power feed 
of 12 inches in any direction. The base is graduated and both top 
and bottom slides are provided with taper gibs and adjusting 
screws. 

The tail-stock is of ample dimensions with a bearing 26 inches 
long on the bed. The tail-stock spindle is 4J inches in diameter 


HEAVY LATHES 331 

and has a travel of 16 inches. It has the usual set-over screw for 
use in turning taper work, and is provided with a rack and pinion 
device for conveniently moving it to any desired point on the bed. 

This lathe made with a 12-foot bed weighs 16,500 pounds, by 
which its massive design and great sti-ength may be judged and 
by which the points stated in the opening sentences of this descrip- 
tion may be more readily appreciated. 

'■J’hc American Tool Works Company have recently designed an 
excellent 42-inch swing lathe intended for heavy work and having 
a number of good features not usually found in lathes of this capac- 
ity. An illustration of this lathe is shown in Fig. 260, which gives 
a good idea of its massive design and symmetrical outline. 



Fig. 2(i0. — 42~inch Swing Triple-Geared Engine Lathe built by the American 

Tool Works Company. 


The head-stock is large and massive with ample housings for 
the spindle boxes, which are of phosphor bronze carefully fitted to 
the high carbon hammered steel spindle, which is accurately ground 
and which carries a five-step cone. As the head is triple geared, 
this gives fifteen speeds arranged in correct geometrical progression. 

The carriage is very heavy and strong, long bearing on the V’s, 
and made with a flat top so as to be convenient for bolting down 
work to be bored. The compound rest is equally strong and pro- 
vided with heavy clamping straps for holding down the tools. 

The feed is driven through a quick change gear mechanism which 
provides thirty-two changes for feeding and thread cutting, the 
range of threads being from 1 thread in 4 inches to 16 threads per 
inch, including llj pipe thread. The feed range is from 6.4 to 92 
cuts per inch. 



332 


MODERN LATHE PRACTICE 


The device is operated while the machine is running, if necessary, 
by a revolving nut seen at the right of the gear box beneath the 
head, which moves a sliding key engaging two opposite gears, each 
being one of a cone of gears which is encased in the gear box. The 
feed or screw pitches thus obtained are multiplied by the compound 
gears on the quadrant at the end of the head, it being necessary to 
change one gear only on the quadrant for each additional thread. 

This arrangement gives fle.xibility to the screw-cutting mechan- 
ism, making it possible to cut an unlimited number of sizes of 
threads or worms, either finer or coarser than the range indicated 
above. An index plate is provided to assist in obtaining the desired 
feed or pitch. The feed may be reversed in the apron, a feature 
which is valuable on a long lathe where the tool may be working 
at some distance from the head-stock. 



Fig. 261. — 50-inch Swing Triple-Geared Engine loathe, hviilt by the New 
Haven Manufacturing Company. 


The New Haven Manufacturing Company build a 50-mch swing 
engine lathe that, while it is a comparatively plain and simple lathe, 
furnishes as good a tool at the price as any in the market. The 
effort has been made to build a very massive and substantial lathe 
without unnecessary complication or finish. This lathe is shown in 
Fig. 261. 

The head-stock is very heavy and well designed, and carries a 
forged crucible steel spindle with a front bearing 8 inches in diam- 
eter and 12 inches long, and a rear bearing 6 inches in diameter 
and 9 inches long, and running in cast iron boxes lined with genu- 
ine babbitt metal that is peinned in, bored, reamed, and scraped. 
The driving-cone has five steps, ranging from lOf to 19f inches, 
and adapted for a 4-inch belt. The head is triple geared, giving 
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fifteen changes of speed. All the gears are broad and of coarsen 
pitch, giving ample driving power. The face-plate is heavy and 
well libbed, and keyed to the nose of the spindle, and has a broad- 
faced internal gear bolted to its rear side, from which it. is drivcni 
by a steel pinion. 

The tail-stock is constructed with a double set of holding-down 
bolts, by which means the upper bolts may be loosened and tlui 
tail center set over for turning tai)ers without blocking up tlui work 
or danger of its dropping out of the centers. The tail spindhi is 5 
inches in diameter and reamed for a No. 6 Morse taper. The open-a- 
ting hand wheel is directly in front of the operator and is baede 
geared to the spindle in a ratio of 3 to 1, so as to be easily and con- 
veniently operated. A back geared rack and pinion device permits 
the tail-stock to be easily moved to any desired position on the bed. 

The carriage is very heavy and strong, gibbed front and back, 
with an unusually long bearing upon the bed, and carries a massive 
compound rest with a long angular feed in all directions, a gradu- 
ated base and large hardened straps, supported by spiral s|)rings 
upon studs, for holding the tool. These straps have projecting ends 
so that tools may be held outside of the studs, which may be placed 
either crosswise or lengthwise of the tool block as may be most 
convenient for the work being done. 

The apron is built with double plates so as to give shafts and 
studs a bearing at each end. All feeds arc reversible at the apron. 
A Igrge bevel gear with two bevel pinions is provided in tlu; ajiron, 
and an automatic locking mechanism prevents turning feeds and 
thread-cutting feed from being engaged at the same time. As an 
extra precaution against the frictiohs Innding and refusing to release! 
properly when a tool gets caught and in danger of breaking or 
spoiling work, as is liable to bo the case on heavy work, or with very 
heavy cuts, an additional friction is provided as sahity device, as 
the most careless operator is not liable to screw uj) both fricitions 
beyond the point of releasing under an abnormally heavy strain, 
in case of an accident which might result in serious injury to tlu! 
tool, the work, or the feeding mechanism in the apron. 

The feed is positive, by a series of gears on the head-stock, with 
the usual change-gears for operating the lead screw, which is splined 
for driving the apron mechanism. 
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All sliding surfaces are hand scraped. Taper gil)s, witli adjust- 
ine screws, are used in the carriage and cuinpuutul rest, d’he lead 
screw is made of special steel rolled for the purpow^ mcluis m 
diameter, and cut with 2 threads per inch. Pinions are of cnuuhle 
steel and all nuts are case hardened. The countcu-shafi, has ,s('li- 
oiling boxes. The weight of the lathe with an IS-foot- Ixul is 20, 000 
pounds showing it to be a very massive machiiu' for its capacity. 

Prominent among the manufactures of lu'avy lathes is the Niles 
Tool Works who are also builders of heavy machine t.ools of other 
classes which have proven very popular on ace, omit of i,heir good 
design, ample strength, generous proportions and (>xcellent work- 
manship. 

In Fig. 262 is shown one of their 72-inch swing lat.hes adapted 



Fig. 262. — 72-inoh Swing Triple-Geared Engine Lathe, Iniilt, liy the Niles- 
Bement Pond Company (usually called a Niles Lathe). 

for heavy work. This lathe is of somewhat similar design to the 
50-inch New Haven Lathe shown in Fig. 261, hut consiflerably 
heavier, not only in proportion to its larger swing but as generally 
considered, a more massive machine. 

The head spindle is very large and constructed of cast-iron, as 
is usual with very large lathes. It is driven by means of the heavy 
internal gear on the face-plate only, as the cone runs upon a separate 
shaft provided for that purpose. The face-plate, which is very 
heavy and strongly braced by ample radial ribs on its roar side, is 
keyed to the head spindle and is not ordinarily removable. 

The head-stock is triple geared by strong and luiavy gears with 
wide faces. Thus fifteen speeds are provided for with ample space 
on the five-step cone for a wide driving belt. 

The feeding and screw-cutting mechanism has three changes 
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in the head-stock by means of a sliding pin which handles the con- 
necting devices of the change gearing. The lead screw drives the 
feeding mechanism without using the threads cut upon it, through 
the medium of a short feed rod, located in the ai)i‘on. This method 
avoids the use of a long feed rod with its many supports and the 
attendant inconvenience which is of much greater moment than in 
those used for tlui much larger and heavier load screw. 

The bed is very broad and massive and furnishes ample support 
for the heavy head-stock and its weighty appendages, the long and 
broad carriage with its compound rest of ample proportion, and 
the massive tail-stock, as well as for the four-jawed center rest 
which is furnished with this lathe. 

The tail-stock is broad and heavy and carries a large tail spindle, 
moved by a system of miter and spur-gearing operated by a large 
hand wheel at the front side, and within convenient reach of the 
operator. The tail-stock is secured to the bed by four heavy bolts 
and a pawl engaging in a rack, cast to the bed on the center line. 

While the tail-stock is unusually heavy it can be readily moved 
along the bed upon friction wheels, which are easily put in contact 
with the bed by means of levers provided for that purpose. The 
usual set-over device is provided for turning tapers. 

These builders make much larger lathes upon the same design, 
and also upon special designs adapted for making large guns, ingot 
slicing, machining large forgings such as crank-shafts and the like. 
Of this character they build lathes swinging 90, 100, 110, and 120 
inches, and of any length of bed that may be required. 

An excellent example of heavy lathes for handling large forg- 
ings such ■ as crank-shafts and the heavier castings coming within 
the capacity of such a machine is the 84-inch swing lathe, built by 
the Pond Machine Tool Company, now operating in connection with 
the Niles Company. It is shown in Fig. 263. It really swings 
86 inches over the V’s and 67 inches over the carriage. 

The lathe is designed with ample provision for the immense 
strains to which such a lathe is subjected. As will be seen by an 
examination of the engraving, the head-stock is unusually massive, 
with liberal dimensions of the housings for the front and rear boxes 
of the main spindle, which is a matter of prime importance in any 
lathe, and more particularly in one designed for very heavy work. 
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Attention is also called to the massive construction of the compound 
rest, which is much stronger and more rigid proportionally than 
that of the 72-inch swing lathe, built by the Niles Works and shown 
in Fig. 262. 

The carriage has a very long bearing on the bod and is made 
deep and heavy, as should be the case with this type of lathe. An 
objectionable feature is that of locating apron gears in front of the 
apron rather than between the apron plates, out of the way of the 
operator and beyond the reach of ordinary accidental injury to 
themselves. This should be avoided as far as possible in all lathes. 

The tail-stock is of massive and rigid design, and well adapted 
for the heavy work expected of the lathe. It is provided with the 



geared device for moving the spindle, by which the hand whecd is 
placed at the front of the tail-stock and within easy reach of the 
operator. The base is secured to the bed by four bolts in the usual 
manner, while the dividing line between the base and the top cast- 
ing carrying the spindle is placed high up and the top secured by 
four other bolts. By providing this double set of bolts the spindle 
may be set over for turning tapers by loosening the upper set of 
bolts only, leaving the main casting or base still firmly secured to 
the bed. Thus it is not necessary to block up or to remove the 
work from the lathe when setting for tapers, which is of considerable 
advantage, particularly on the heavy work which this lathe is 
<lcsigned to do. 

In the builders’ description of this lathe they say : 

“With a 22-foot bed, this lathe will turn 8 feet 4 inches between 
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centers. All its spindles are mounted in bronze bearings. The 
head spindle has upon it a thick flange of large diameter to which 
the face-plate is bolted in atldition to being forced on. The cone 
has six wide belt steps of large diameter. It is mounted on the 
face-plate pinion shaft, is back geared and geared in to an internal 
gear on the face-plate, giving twenty-four changes of speed. The 
sliding head has a set-over for taper turning, hold independently 
by four bolts, thus allowing adjustment without unclamping from 
the bed. It is provided with a pawl engaging a rack in the bed 
and is easily moved by gearing engaging a steel rack. 

“The bed has three wide tracks, with the lead screw between 
them, bringing the line of strain nearly central, and is sufficiently 
wide to support the tool slide without the latter overhanging its 
front side when turning the largest diameters. The carriage has 
long bearings on the bed, is gibbed to the outside edges, and can 
be clamped when cross-feeding. It is provided with a tool slide 
having compound and swiveling movements; also with screw-cutting 
attachment and automatic friction longitudinal, cross and angular 
feeds. 

“If either of the feeds, screw-cutting attachment, or rapid 
traverse of carriage and tool slides by power is in use, it locks out 
all others. The direction of the feeds may be changed at the car- 
riage. Screw-cutting attachment and feeds are connected to the 
head spindle by three gears and a sliding key, giving three changes 
without changing gears. The carriage gearing is driven by a spline 
in the steel lead screw. The thread of the lead screw is used only for 
screw cutting. The gear engaging the feed rack can be disengaged 
when cutting screws, thus preventing uneven motion, caused by 
the revolution of the feed gearing.” 


CHAPTER XVIII 

HIGH-SPKKD I.ATHKa 

Prentice Brothers Company’s new hish-spec^d, RC'aivd head lathe. A detailed 
description of its special features. A roughing lathe built by the R. K. 
Le Blond Machine Tool Company. Lodges & Hhipley’s i)at(!nt head laf.he. 
The prime requisities of a good lathe luiad. Description of the lathe in 
detail. The capacity of the lather A special turning lathe of 24-ineh 
swing built by the F. E. Reed Company. A two-part head-stoe.k. The 
special rest. Its two methods of operat.ion. Its special countershaft. 
The Lo-swing lathe, built by the Fitchburg Machine Tool Works. Its 
peculiar design. A single purpexse machine. An ideal rnardiinc for 
small work. Builders who have the couragee of their conviection. 

The Prentice Brothers Company have; recently brought out a 
new high-speed geared head lathe, that possesses some valuable 
features and is worthy of careful consideration. It is well dcsigiied 
to meet all the most rigid demands of modern sliop methods that 
may be made upon a lathe of this character, and is strongly built to 
withstand all the shocks and strains to which it may be subjected 
Apart from its great power, the machine is interesting mechan- 
ically in its arrangement for procuring eight spindle speeds from a 
single speed countershaft, thus always furnishing an equal belt 
power no matter what spindle speed is in use. It is also of much 
interest in that it presents a new modification of the quick change 
feed device. 

The lathe, is shown complete in Fig. 264, and the details of the 
head-stock, feed gears, and quick change gear mechanisms in P^igs. 
265, 266, 267, 268, 269, 270, and 271. A careful study of these 
details will be interesting as giving a clear insight into the prominent 
features of the device. As will be seen by referring to Fig. 265, 
four changes of speed are obtained between the pulley shaft and 
the spindle through an arrangement of gears and friction clutches, 
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and that the number of changes are doubled by engaging the 1 
gears by means of a positive tooth clutch. 



Fig. 264. — High-Speed Engine Lathe built by the Prentice Bros. Company. 


The back gears never travel fast enough to render it imprac- 
ticable to use a positive clutch for this purpose. The result is a 
ratio of 6 to 1 between the spindle and any friction while the back 



Fra. 265. • — Horizontal Section of Head-Stock of 
Prentice High-Speed Lathe. 


gears are in use. The driving pulley, which is located on a back 
shaft, drives the spindle by means of spur gearing. The pulley 
carries a 4-inch belt, which runs at a speed sufficient to transmit 
15 horse power. . ; 
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The eight changes of speed are obtained by means of the levers 
A, B, and C, shown in Figs. 266 and 267, and also at the front of the 
head-stock in Fig. 264. This arrangement of the several operative 
parts is such that there is no danger of engaging conflicting spindle 
speeds at the same time. On the pulley shaft D, in Fig. 265, wlii(;h 
is situated at the back of the head-stock, and revolves at a (ionstant 
speed at all times, are two friction clutches E and F, either of whi(!h 
may be operated by the lever A, which slides the fi'icdion spool I 
along the shaft D, for the purpose of engaging the clutches at the 
right or the left. Between the head spindle and the pulley shaft D 
is located a secondary shaft G, which carries two gears of different 



Fig. 266. — Front Elevation of Head-Stock 
of Prentice Pligh-Speed Lathe. 



Fici. 207. — Cross Section 
of Head-Stock of Pren- 
tice High-Speed Ijatho. 


diameters, engaging with corresponding gears upon the pulley shaft 

D, and also gears which are fixed to the hubs of the friction discs J 
and K. These friction discs run loosely upon the (juill L, L, which 
is itself loosely journaled upon the head spindle and which carries 
the friction disc L* at its end. The friction rings M, N, are keyed 
to the quill L. The friction ring 0 is keyed to the head spindle. 

The four high-speeds are engaged as follows : With the frictions 

E, M, and 0, driving directly; with the frictions F, N, and 0, driving 
directly; with the frictions F, M, and 0, driving through the inter- 
mediate shaft G; and with frictions E, N, and 0, also through the 
intermediate shaft. The back gears and the spindle-driving gear 
W run constantly, while the friction spool I is engaged with either 
friction E or F. By engaging the friction spool and clutch P, which 
is keyed to the lathe spindle, with the spindle driving gear W, the 
back gear speeds are obtained. If desired, the lathe is furnished 
with a two-speed countershaft, to double the number of speeds to 
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The device for changing the feed and for the cutting of screw 
threads is a radical change from the swing intermediate gear type, 
as it does away with the raising and lowering an intermediate gear 
sweep and sliding the intermediate gear laterally to engage with 
feed gears on the end of the head and bed. A pull spline and spring 
spline in combination replace the older mechanism. 

Upon the end of the head-stock and in the position usually 
occupied by the regular feed 
spindle is a feed shaft, A, in Fig. 

268, upon which four gears are 
splined. The shaft is supported 
at its outer end in a brass bush- 
ing mounted upon the gear guard. 

This shaft with its gears revolves 
at the same speed as the main 
head spindle of the lathe. Below 
the feed shaft is a hollow stud B, 
on which are loosely mounted 
four gears meshing with the feed 
gears on A. The gears on both 
A and B run constantly with the 
main spindle when not disengaged by the usual rocker device on 
the end of the head-stock at 0. 

The two groups of gears are of the ratio 2 to 1, 1 to 1, 1 to 2, and 
1 to 4, which, in connection with the bank of gears mounted on the 
side of the head, gives a range of thread cutting from 2 to 32 per 
inch. The feed cuts per inch are 5.7 times the number of threads cut. 

The hollow stud B contains a pull rod, C, which has fastened to 

its end the spring spline D, The 
spring spline allows changes of 
feed and thread cutting to be 
made instantly while the lathe is 
in motion, by sliding the handle 
E, Fig. 269, on its guide rod, the 
handle projecting from the side 
of the head-stock and connected with pull rod C, at F, in Fig. 268. 
The hollow shaft B contains a slot running the full width of the 
four gears. 



Fig. 269. — Change-Gear Levers of 
Prentice High-Speed Lathe. 



Fig. 208. — VerticrJ Section of Feed 
Gears of Prentice High-Speed Lathe. 
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When it is desired to change the rate of feed, the pull spline 0 
being moved laterally causes the spring spline to be withdrawn 
from a slot in the bushing on the feed gear, throwing that gear out 
of use. When the spring spline passes the pin E it immediately 
engages the next gear. The form of the driving end of the spline 
makes this action against the pins possible. 

The gears G, G, in Fig. 268, drive the gear H in Fig. 270, which is 



Fig, 270. — End Elevation of Gear- 
Connections of Prentice High-Speed 
Lathe. 


as a great deal of care is taken 
to have them accurate. 

The diagram shown in Fig. 


fastened to the shaft J, on which 
is mounted a yoke carrying a slid- 
ing intermediate gear, which en- 
gages with the several gears 
mounted on shaft K. There being 
11 gears in this bank, 44 changes of 
feed are obtained. Sliding on the 
end of shaft K in Fig. 270 is the 
gear L, which by means of a han- 
dle on the front of the bed may be 
engaged with either gear M on the 
feed rod or gear N on the lead 
screw. This device is intended 
especially to preserve the lead 
screw for screw-cutting purposes, 
in the manufacture of these screws 

271 is of an end view of the head- 




Fig. 271. — Diagram of Gear Connections of Prentice 
High-Speed Lathe. 


stock, showing the gear connections from the head spindle to the 
cone of gears shown in section in Fig. 270, and is useful and inter- 
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esting in tracing the line of motion produced by these gears. The 
entire scheme of the head-stock and its operative parts is ingenious 
and a well-devised piece of mechanism. 

A roughing lathe, built by the R. K. Le Blond Machine Tool 
Company, is shown in Fig. 272, and is principally interesting from the 
strength of its parts in proportion to the dimensions of the work that 
it will accomtftodatc. This lathe is built of 18, 21 and 24-inch swing, 
and has an extra large spindle which runs in genuine babbitt metal 
bearings. 

The carriage is much heavier than an ordinary engine lathe, and 
is extended out both back and front for additional bearing for tool 
rests. Of these there are two, one in front and the other at the 



rear. The front tool rest has an extra movement in line with the 
slide. The back tool rest has an extra movement at right angles to 
the slide. Both of these are moved by a single screw moving 
towards or away from the center together. 

The tail-stock is fastened to the bed with four large bolts, clamp- 
ing it as far forward as possible. The feed is positive geared and is 
changed by means of lever shown in front of the bed, giving three 
changes, and can be stopped automatically at any point desired. 
By tripping it with a small handle on the front of the apron the 
carriage will proceed without removing the stop, and keep on until 
it comes in contact with the next stop. 

The lathe is fitted with a geared oil pump for a continuous flow 
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of oil on the work; the pan is large enough to keep all dirt, oil, and 
chips from the floor. Countershaft has double friction pulleys. 

This lathe is intended for heavy and rough work, as, for instance, 
rough turning forgings and heavy pieces of cut-off work that re- 
quires to be largely reduced in diameter with a heavy roughing 
cut. With the present low price of machine steel there is a good 
deal of the latter class of work to be done, and it can be done much 
more quickly and economically in a lathe of the class here shown 
than in the usual engine lathe, and its use saves the unnecessary 
wear when such work is done on the more expensive lathe. 

Therefore the heavy roughing lathe is not only a saving in time 
and in money for doing the work, but also of the cost of tool equip- 
ment. 

It was this idea that induced the design and construction of 
the so-called "rapid reduction lathes,” which have come to be 
popular with manufacturers, not only on account of their economical 
expenses, but high efficiency. 

Turret lathes are sometimes used in a similar manner, cutting 
off and roughing out the pieces from the bar stock, and are very 
efficient in doing this class of work. The first cost of these ma- 
chines, however, is much more than that of the plain roughing 
lathe. 

■The Lodge & Shipley Machine Tool Company build a lathe with 
a head-stock that is a radical departure from the usual form of 
cone-driven lathes and which is entitled to special consideration. It 
is the result of much experimenting and is covered by patents. 
Commercially they call it their “Patent Head Lathe.” It is an 
outcome of the recognition by the builders of the demand for a 
much more powerfully driven lathe for the use of modern high- 
speed lathe tools. 

The manufacturer of the lathe says: “Our aim in its design has 
been to provide this power in such a manner that all the functions 
of the regular type would be retained, but the head would have 
wearing qualities, in addition, proportionate to the increased service 
expected of it. To this end we believe the observance of the follow- 
ing conditions to be of the highest importance : First, the spindle 
bearings, upon which the accuracy of the lathe is dependent, should 
not be subjected to the change of alignment by carrying the pull 
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of the Ixilt. Second, more force at the cutting tool should be 
sec.urod by the use of wider belts, instead of through higher gear 
ratios. 'Third, the possibility of running the lathe ‘out of gear’ 
should bc! provided for in cases where finishing cuts are deshed. 
Fourth, specul (haiiges should be secured without the necessity of 
shifl.ing belts. Fifth, the lubrication of the bearings should be 
automatic and positive.” 

Doubtless every thoughtful mechanic will readily assent to 
thcise propositions as being self-evident. 

Figure 273 shows the head-stock in place upon the bed and 



with the main spindle and the gear covers removed in order to 
show the (construction of the driving mechanism. Power is apphed 
through a wid(i-fa(!ed pulley of large diameter which is keyed to a 
sle(cv('. ('(evolving in the two central bearings of the head-stock. At 
otuc end of tliis sleeve is a jaw clutch, and at the opposite end two 
g(‘ars of different diameters. The main spindle passes through this 
sltTve without cowing in cmtact with it, having about an eighth of an 
inch clearance, and revolves in the two outer bearings, that is, the 
extreme front and the extreme rear bearing. It is connected to t e 
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driving sleeve for direct belt speeds by the clutch, and for the back 
gear speeds through either back gear, according to the speed 
desired. A lever, convenient for the operator, engages or dis- 
engages the clutch. 

As there is no contact between the driving sleeve and the spindle 
except through the clutch, the pull of the belt is all cai’iied by the 
two central bearings. Sufficient clearance is provided in the clutch 
to prevent any of the belt strain being coniniunicated through it 
to the spindle. The spindle bearings are thus relieved of all wear 
due to belt pull and their life greatly prolonged. By actual experi- 
ment with a 20-inch lathe it has been shown that the pressure 
exerted by a belt on spindle bearings was 17.6 pounds per square 
inch of bearing surface, while the total pressure exerted by the belt 
upon a spindle between bearings which effect the alignment of the 
spindle was 393 pounds. In the lathe under consideration this was 
entirely eliminated. 

In the ordinary type of engine lathe the nai'rowness of the 
driving belt compels the use of the back gears for all cuts but the 
lightest ones, and on small diameters. To provide sufficient force 
at the tool for heavy cuts, this back gear ratio must necessarily be 
a high one, and, as the speed at which the cut is taken is reduced 
in the same ratio as force is gained, it is apparent that a heavy chip 
cannot be removed at a high speed unless the speed of the cone 
pulley is increased to an enormous rate. When this is done, the 
fact that it revolves directly on the spindle, where it is imprac- 
ticable to maintain an adequate supply of oil, soon causes excessive 
friction and is Mable to stick the cone pulley. 

In the lathe we are considering the great width of belt used 
delivers sufficient force at the cutting-tool for heavy cuts through a 
comparatively low back gear ratio, in consequence of which the 
spindle speeds may be proportionately higher. An additional set 
of back gears of very low ratio is provided for cuts which are slightly 
beyond the capacity of the open belt, but which do not require the 
full force afforded by the high ratio. Thus it will be seen that high 
speeds can be secured through the back gears without the neces- 
sity of revolving the driving pulley at the enormous rate required 
of a cone pulley to perform the same work. In addition the con- 
struction of its bearings is such as to permit of perfect lubrication, 
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whic.h has ro(ioivc(l a great deal of attention, and the manufaeturers 
claim that the spindle will run a month with one oiling. Deep oil 
w(dl.s, holding about a pint each, are formed in the casting under 
the ccmters of the bearings of the spindle and driver sleeve, and 
aixi e,onn(H-,ted with gage glasses at the front of the head-stock for 
th(‘ purposes of showing the height of the oil. The oil wells are filled 
through th(^se gage glasses, which allows any sediment or dirt 
whi(!h the oil may contain to settle to the bottom and not be de- 
posited on the revolving journals where damage would be liable 
from cutting. At the center of each journal is attached a brass 
ring with four projections, on the principle of the bucket pump. 
As the journal revolves these buckets dip into the oil in the well, 
and, passing over the center of the bearing, pour the oil over the 
journal. Huitable ducts distribute the oil lengthwise of the bear- 
ing and txiturn it to the well to be used again and again. This 
ttuhhod provides a certain system of lubrication without regard to 
the spccal of the revolving spindle. 

The back gearing is designed with ratios to give a uniform pro- 
gression of speed from the slowest to the fastest. The two back 
gears arc connected to the back gear shaft by spline and key, and 
are easily moved lengthwise to engage with their respective gears 
on the driving sleeve. The back gear shaft and pinion are made of 
forg(!d steel, thus insuring the requisite strength and wearing qual- 
ities. The journals for the shaft are placed at either end, where 
they revolve in bushings provided with oil reservoirs and the same 
system of oiling as that for the spindle and driving sleeve. 

'riie (Uid thrust of the spindle is against the rear housing of the 
luuid-stock by means of a large cast iron collar keyed fast to the 
spimlle, between which and the faced inside of the housing are 
intr'rposed two bronze washers placed on either side of a hardened 
sk'.e.l washer of like diameter. This distributes the friction to four 
contacts, each composed of two dissimilar metals, and forming a very 
(dlicient device for the purpose. 

A variable speed countershaft is provided for the lathe, by which 
a wide range of speeds may be obtained. 

In Idg. 274 is shown a front elevation of this lathe wnth the 
gear covers removed so as to show the head-stock assembled and 
in running condition. The gear covers are of cast iron and cover 
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and protect all portions of the head-stock mechanism, except the 
wide-faced driving pulley. This will show the relative importance 
which a head-stock built according to this system holds to the other 
constituent parts of the machine. It also shows the very consider- 
able added length necessary for the head-stock, and therefore the 
reduced length between centers when the same length of bed is 
considered. 

But while the capacity of the lathe, so far as length between 
centers is concerned, is relatively much less, the real capacity of 
the lathe for producing work, good work, is so vastly increased that 
the production of this head may fairly be considered as adding 



Fig. 274. — 22-inch Swing Patent Head Lathe, built by the Lodge <fe 
Shipley Machine Tool Company. 


very much to the development of the lathe as a modern American 
machine shop tool. 

A 24-inch special turning lathe is built by the F. E. Reed Com- 
pany that is designed for reducing large amounts of metal at one 
turning, using the high-speed steel tools, and is an unusually stiff, 
strong, and powerful machine. 

The head-stock is made in two parts to admit of a cone pulley as 
large as the lathe will swing over the bed. It has a large, forged 
steel spindle, the front bearing of which is ^ inches diameter by 
inches long, and runs in babbitt lined bearings. The spindle is 
strongly back geared. The cone pulley has five sections, the largest 
of which is 20^ inches diameter, driven by a S^-mch belt; then with 
the two friction pulleys on the countershaft this number of speeds 
can be doubled, making a total of twenty speeds which can be had 
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if desired. This lathe can be furnished with four-step cone for wider 
belt if desired. 

A special feature of this lathe is the rest. It is provided with 
two patented elevating tool-posts, each having a universal tool- 
holder, in which any size of steel can be used to advantage, and so 
made that they admit of adjustment up and down while the tool 
is under cut. Each tool-post is moved from the front by a separate 
screw, and the rear tool-post is provided with a screw for adjust- 
ment crosswise of the rest. These tools can both be used to turn 
to the same diameter by dividing the chip; or, they can be used to 
reduce the diameter, removing large amounts of stock, working one 
tool in advance of the other, each tool turning to a different diameter. 

A positive geared feed is provided, and so arranged that either a 
fine or a coarse feed can be obtained by means of the lever shown 
at the front of the lathe. 

There are two methods of operation : 

First. When it is desired to do rapid turning, and where it is 
not necessary to largely reduce the diameter, the front tool is 
brought up to the work and set so it will reduce the piece to the 
required diameter. Then the rear tool is adjusted to a point where 
it will turn to the same diameter as the front tool, after which it is 
adjusted by means of the cross adjusting screw so that it will divide 
the chip. Then by means of the small lever shown at front of 
lathe a coarser feed is engaged. 

Second. When large reductions in diameter are desired, the 
front tool can be set to remove the required amount of stock, 
and the rear tool set to follow the front tool for removing a second 
large chip from a different or smaller diameter. 

Arranged for either of the foregoing operations the lathe will 
turn off twice the amount of stock that can be removed at one 
turning in the ordinary 24-inch engine lathe, using the high-speed 
turning steels. 

This lathe is set up with a pan and is provided with a pump and 
piping for ample lubrication of the cutting-tools. 

The countershaft is furnished with two patent friction pulleys for 
two speeds, 200 and 250 revolutions per minute. These pulleys 
are 18 inches diameter and take a 5-mch belt. The pulleys are so 
arranged that they can be oiled while running, thereby saving loss of 
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time, danger, and annoyance in running off the belts, which is an 
important consideration where a number of lathes are in use. The 
countershaft is also furnished with self-oiling boxes. 

This lathe is shown in Fig. 275, wherein its ample proportions 
and excellent design may be seen and appreciated. It is undoubt- 
edly one of the best lathes of its kind, and for this particular and 
important use, now on the market. With a 10-foot bed this lathe 
weighs 7,390 pounds. 



A special lathe has been brought out by the Fitchburg Machine 
Works at a comparatively recent date that is unique in construction 
in a number of ways, and for these reasons, as well as for its claim 
to a large production of work within a limited range, it is worthy of 
considerable attention. 

It is called the "Lo-swing” lathe, and has a capacity from i to 
31 inches in diameter and up to 5 feet in length. The builders say: 
“We have purposely limited the range of work handled in order 
to increase productive capacity — a Lo-swing will do from three 
to four times as much work as an ordinary lathe in the same time. 

“The extremely low swing and the single slide tool carriages, 
all four of which can be employed simultaneously, are distinguish- 
ing features of this machine, and the greater driving power, greater 
stability, the accurate control of tools and work, made possible 
by this construction, result in such rapid and economical produc- 
tion of work that the Lo-swing is already an acknowledged cost- 
reducer for the shop. 
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I he greater driving power, greater stability, the accurate con- 
trol of tools and work, the low swing and small carriages, made 
possible by thus limiting the range, result in such rapid and eco- 
nomicuU production of work that the Lo-swing stands in the front 
rank as a cost reducer.” 

Idgure 276 is a perspective view of this lathe, and gives a good 
id('a of its gcmm-al appearance. The aim of the builders is to so 
d(‘sigti the lathe as to limit its range of work so narrow as to make 
it "a single purpose” machine, that is, to confine its operations to 
oiK^ single class of work and then produce as much of that one class 
as possible. 



Fro. 27G. — The ^‘Lo-Swing’^ Lathe, built by the Fitchburg 
Machine Works. 


11,8 two distinctive features are first, its very low swing, just 
enougli to clear a 3i|-inch bar; and second, single tool slide carriages, 
H(!veral of which may be simultaneously employed. 

The ideal machine for turning small work, which must be turned 
on centers, should have the tool mounted on a low rest with the 
guiding rail as close to the work as possible, and with the cross-feed 
screw located directly back of the cutting-tool so that a change of 
the screw would surely and positively effect a corresponding change 
in the position of the tool, and so that variation under working 
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strain from no load at all to a full load, or from a very light chip 
to a very heavy one, would have the least possible effect on the loca- 
tion of the tool. 

While these conditions have been presented, time out of mind, 
by the mechanical engineers who have studied the lathe question 
and its relation to the regular lathes built and put on the market, 
the lathe builders have been slow to adopt such radical changes as 
would properly accomplish the required result. 

The builders of the Lo-swing lathe have cut loose from the con- 
servative methods of other lathe builders in producing this machine. 

While it is yet too early to determine what will be the success 
of this venture, and how popular it may become with manufacturers 
requiring such a machine, it seems at this writing to have a bright 
future before it as a practical manufacturing machine, and its builders 
are certainly entitled to considerable credit for having the courage 
of their convictions in bringing it out. 



CHAPTER XIX 


SPECIAL LATHES 

Tho F. K. Reed turret-head chucking lathe. Its special features. A useful 
turning rest. The Springfield Machine Topi Company’s shaft-turning 
lathe. The three- tool shafting rest. The driving mechanism, Lubrica- 
tion of the work. The principal dimensions. Fay & Scott’s extension 
gap lathe. Details of its design. McCabe’s double-spindle lathe. Its 
general features. Its various sizes. Pulley-turning lathe built by the 
New Haven Manufacturing Company. A special crowning device. Its 
general dewign. A defect in design. The omission of a valuable 
feature. Pulley-turning lathe built by the Niles Tool Works. A pulley- 
turning macliino. Its general construction. Turning angular work. Con- 
venienco of a bench lathe. The Waltham Machine Company’s bench 
latlie. Its general dimensions and special features. A grinding and a 
mining machine attadiment. Devising special attachments. Reed’s 
lO-indi swing wood-turning lathe. Special features of design. Popu- 
larity and endurance. The countershaft. Inverted V’s. 

The h\ p], RccmI Company build a number of sizes of turret 
head cdiucdiing lathes, with both plain and back-geared head- 
Bto(d<s, and cylindrical turrets placed upon a lateral top slide sup- 
ported by a luuwy base or bottom slide fitted to the V's of the bed. 

In Ilg. 277 is shown one of these lathes with a back-geared 
luuid-Htock. Tlie spindle, which is of crucible steel, is bored out to 2 
inehoH and has a front bearing 4 inches in diameter. It is fitted 
with a three-stop cone, the diameters of which are 7f, 11, and 14 
incdies and carries a 

The turret is 12 inches in diameter and has four holes, 2 inches 
diani(d.er. It is arranged to be turned by hand, although, of course, 
may be made automatic in its action if desired. The turret slide 
is 38 inclies long and has a movement of 17 inches, with an auto- 
matic feed and stop device. The turret shoe or bottom slide is 
26 inches long. 


353 


354 


MODERN LATHIO PRA(!'ri(!I'; 


The patented rest is a special feature. It .s unj^e. (n a sluh* 
which is bolted to the back side of heal, an.l adjustable lur any 
length of work. It carries busliing for holding chuck drills, atul ih 
arrLged to be turned back out of the way instant ly to allow t be us.- 
of other tools in the turret. This is a strong, powerful laflu‘, nini 
with the builders system of three-lip drills and reamers, fully (sue 
third more holes can be made than with ordinary turivt ehuek 

The lathe is built heavy and strong and the jiarts are wcdl fit f e< 1 
and of good material, so as to stand the hard and c.ontinuous .servba* 
to which such a machine is subjected, as well as tlu' neglect and tlu‘ 



dirt and sand incidental to chucking work on rough {‘asl ingH. Wit h 
a 7|-foot bed the lathe weighs 2,750 pounds. 

The turning of shafting requires not only a specially designeif 
tool carriage, carrying three tools, but there shoubl he a KjHH'in! 
arrangement of the feeding mechanism, sjasually lung etudorH, nni ( 
special devices for supporting the long shafts nc'ar tlus cuttiirg-t(K»l,M 
as they are being turned. These conditions hav<* Ihh'U eon8i<U‘reil 
and provided for in the 24-inch swing shafting lathe, laiilt by thu 
Springfield Machine Tool Company, which is shown in I'Hg. 27H. 

The three-tool shafting rest takes the place of the usual ctmi- 
pound rest, and when in place connects the gear upon its ral putnt* 
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uluiil, to ii .siiiiihir gear on the driving shaft running the entire lengtli 
of thc> hc;d. In designing the three-tool rest, two of the tools Ire 
pluec'd on the left and one tool on the right of a massive follow rest. 
All <)f thes(^ l,o()ls arc on the front side of the shaft to be turned, in 
which position they are convenient to manipulate and their cutting 
(Mlg('s ar(^ always in plain sight. Some builders put one of these 
tools in a revcn-scsl [josition in the rear of the shaft, to be turned so 
as to halanc.e tlu^ cutting strains better. 

d'luu'e is a driving mechanism arranged at the tail-stock as well 
as the head-stock, which is very convenient when tur ning shafts 
veu-y long in proportion to their diameter, and hence subject to 
unusual torsional strains. Either of these drives may be thrown 
into gear instantly. Thus in turning a long, slim shaft, that half 



imar the tail-stock may be turned with the tail-stock driving 
nu'chanism. As the tools pass the center of the shaft the tail- 
siocik drive is thrown out of gear and the head-stock drive engaged, 
I'lur saving of tiiiKi by having the drive applied near the point of 
r<^HiHtHn(i(^ to tlui cutting tools should be considerable on long work. 

Attemtion is calhul to the substantial manner in which the tail- 
slrx^k K})indle is c, lamped in order to render it suitable for support- 
ing lh(i driving mex-hanisrn, and also for furnishing a large wearing 
surfac(i for the supplemental face-plate and face gear upon the 
body of the tail-stock. 

The method used for guiding the shaft in the follow rest is to 
pass it thi'ough a split cylindrical collar, one of which is furnished 
for each diameter of shaft to be turned. These collars are broad 



356 


MODERN LATHE PRACTICE 


enough to furnish sufficient bearing surface to the shaft to prevc^xit 
undue friction or cutting, while they hold the shaft accurately 
place and can be closed up with an adjusting screw to compensatt* 
for any wear that may occur by continued use. 

As a copious supply of lubricant is essential in shaft turninK* 
a duplex single-acting plunger force pump is bolted under the 
reservoir of the shafting rest, from which it receives its suppxly ■ 
Water is forced up into a tank sufficiently elevated to bring t.h<‘ 
supply tubes to the proper height above the cutting-tools. ''I’liiw 
f5>nk is arranged with an automatic relief valve suscci)tiblc of adj xiHt- 
ment so that any desired pressure can be obtained. By t.hi.s 
arrangement the operator need not give any attention to the pump 
when he starts up the lathe, inasmuch as it provides 
matically for the overflow should no water be required. The witU'V 
used may have added to it soda, soap, or any of the usual ingredieii 1 w 
used for such purposes. 

On this lathe, when arranged as above, it is only necessary t o 
remove the shafting rest, replace the compound rest, discontund. 
the tumbler gear under the head-stock, and the lathe is ready to 
perform any of the ordinary functions of an engine lathe, tlum 
making it a valuable convertible lathe where there is not shaft-turn- 


ing work to keep it going all the time, although that is the prinuiry 
object in designing it and that is supposed to bo its chief function . 

The long centers shown are necessary as they must reach thr< > t igl » 
the bushing in the shafting rest, which is mainly dcj)ended iqroi j t < » 
support the shaft during the process of turning. They arc b<)r(*«I 
and reamed to the diameter which the shaft is turned by the socon< t 
tool (the first tool being a roughing tool), and then split so that l»y 
a little compression, exerted by a set screw provided for that pur- 
pose, the bushing is held in position and the shaft is accurattdy 
supported in its proper place. 


Sorne of the principal dimensions of this lathe are as followM • 
Front teanng of main spindle, 4 inches in diameter and 7 incdicnn 
long. Hole tlmough the spindle, H inches. The driving cono huM 

firftr-’ diameter and adapt tn I 

i-“chbelt. The ratio of the back gearing is 12 to 1. 'Tlu* 

mches m diameter. Five feet of the lehgth of the bed is occupitLl 
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by the head-stock and tail-stock. The tail-stock spindle is 2f 
inc.hos in tliaineter and has a travel of 9 inches. 

This lathe with a 35-foot bed (to take 30 feet between centers) 
w(iighs, 13,000, pounds, showing its substantial construction and 
ability to handle heavy shafting successfully. 

Ibiy & Scott are the builders of an extension gap lathe which 
has the advantage over a lathe whose bed is cast with a fixed dis- 
tan(>.(; in the width of the gap, as shown in Fig. 23. In this case there 
i.s a base or lower bed, as shown in Fig. 279, upon which the bed 
proper, or upper portion, is mounted and upon which it slides. 



Hy this arrangement the “gap” can be widened to any distance 
(lesircal, or it can be closed up entirely, converting it ‘into an ordi- 
nary lathe. This is a great convenience onheavy work, particularly 
in a jobbing sho[), or in any shop where there is a great variety of 
work 1.0 b(i doi\c uixtn which large diameters occur, as the fly-wheels 
on crank shafts, lai'gc^ pulleys, and similar work. 

The lathe is triple geared direct to the face-plate, the triple gear 
i-atio being 34 to 1. The carriage is extended for turning work 
the full swing of the lathe, and is supported by an angle bracket 
with an adjustable gib on the lower bed. The lathe swings over 
(he bed 2S inches, and through the gap 52 inches. 

The r2-foot lathe takes 6^ feet between centers when closed, 
and lOi fciet when extended. The gap opens 4 feet, and every ' 
additional foot of bed lengthens the gap 6 inches. 

Whatever may be the opinion as to the advisability of bmlding 
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a lathe with two spindles for the purpose of furnishing a lathe of 
large and small capacity, the fact still remains that the two-spirulU^ 
lathe, brought out a number of years ago by J. J. McCabe, Ims 
achieUd a notable commercial success and many of them are in 

use. 

An illustration of the 26-48 inch swing lathe of this constructi< >n 
is shown in Fig. 280, which gives an excellent idea of this inachiiu*. 

It is impossible in a lathe of this character to so (h'sigti it' 
that it shall present a symmetrical contour, however we may vit^vv 
the matter, yet it seems as if the tail-stock of this lathe might 1><^ 
somewhat improved in its outlines without detracting from its 
strength or usefulness. 



Fig. 280. — 26^8 inch Swing Double Spindle Lathe, built by J. J. MeCabo. 


The lathe has a deep and strong bed and is well supported by 
cabinet legs, the one under the tail-stock being arranged to swivtil 
to fit an uneven floor. The head-stock might be somewhat strongmen* 
to advantage, particularly for the 48-inch swing sjiindle, l)ut it in 
probably a fact that the large swing feature is more in use for boringj 
and similar work than for heavy work requiring the full swing;. 
Still we know personally that much large and heavy work is donc-s 
on these lathes, and that in shops where such work is an exception 
rather than the general rule the lathe proves a valuable addition 
to the equipment, saving the expense of a large lathe which, under 
ordinary circumstances, would be engaged on useful work only a 
fraction of the time. 

While the head-stock and tail-stock 


are ready at all times for 
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(,1k! small or large swing, requiring only the necessary chang- 
ing of face-i)lates to suit the work, the compound rest and the 
cmiter rc;st rcuiuirc the use of a building-up or blocking piece when 
tlKi changes from small to large swing is made, and vice versa. 
Naturally the c.omiMjUiid rest will not be as stiff and rigid as that 
of a r(igiilar 4S-incli swing lathe, as the compound rest proper is 
(k'signed upon lines smd with dimensions that appear to be a com- 
promises betwcHiu those of a 26-inch and a 4S-inch swing lathe. 

'riu! carriage has long bearings upon the bed and is of ample 
strength, as is also the apron and its operative parts. The feed is 
g(uired and consecpiently positive and capable of the necessary 
chang(is expected in a lathe of this character. 

Tlui luuid-stock cone is of five steps and takes a S^-inch belt. 
Tlu^ luuul-stoc.k is arranged with four adjusting screws, by means of 
which it may be at any time lined up parallel with the ways of the 
lathe, d’hti iKaid-stock and the tail-stock fit on flat surfaces instead 
of V’s, thus increasing the normal swing of the lathe without rais- 
ing the hcuid spindle, as the inside V’s are omitted. The tail-stock 
is (ittcal with a gib on the front side for the purpose of taking up 
any wetnr that will in time take place, and is provided with the 
usual s(d.-ov(H- screw for turning taper work. 

Th(! ui)p(u' spindle is triple geared and has double the ratio of 
bac.k gc^aring of the lower spindle, while the internal geared face- 
plaU^ shown in the engraving is furnished as an extra and gives a 
ratio of 72 to 1, giving ample power for large work. 

This lathe is also made 24-40 inch, and 26-44 inch swing, while 
llio one hor (5 illustrated and described is also furnished with per- 
manent raising blocks or built up solid to swing 32-54 inches. It 
is also arranged to run with an electric motor when this method 
of driving is preferred. 

A i)ull(!y turning and boring lathe is shown in Fig. 281, and is 
built by the New Haven Manufacturing Company. There are 
scvciral featurcis in this lathe which make it of unusual value, not 
only for turning and boring pulleys, but for a variety of very useful 
work. 

Among these are the following: The compound rest has an 
unusually long lateral feed. It may be set at any desired angle 
and has a powcu' feed, and also a hand feed from either end. The 
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„,1 rest screw may be clisengagecl by lifUng a laW. lever 
compound re c ' brought into opcraUon. ^ ^ 

and the crouTung • .f „ Kuliev is cHccUhI by mnking Ok 

°'‘*^[th sfroioBTnes, leaving the angle ot 

T Tn^ta hetid*«« a>e foceof the pulley. While, ll.ia answers 
on ordinary pulleys, or pulleys wilh eoin.a.ml.velv 

“T.Shl^t'Z^miVrheTo^^^ 

4 I°«h«l to the ted part of the co.npom.d mst am hav.ag 
a emS dot of proper radius in which the Mdro., n,l o a l.u ■ 
B travels. This lever is pivoted to the coinpoiuul rest sluU' luul 



its upper end connected to the compound rest tool block by u 
necting bar which thus controls the movement of the cutling-tnol. 
Several of these grooved formers, of different radii, are funushetl 
with the lathe for use with pulleys of different widths of face. 

Another feature of this lathe is the automatic ftsed to the tail- 
stock spindle for boring purposes. This feed is of 13 incdies t rawl, 
and readily thrown in and out by turning the knob C. In boring 
pulleys the proper boring bar is selected, one end placed in tho tajK^r 
hole in the tail spindle and secured by the clamp dog shown on tho 
?nd of the spindle. The opposite end of this boring bar fits in a 
bushing in the head spindle, thus assuring a correct and projKirly 
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aligned hole. While this work is being done the pulley may be 
held in a chuck, or chuck jaws attached to the face-plate, by the hub 
or by the rim. The pulley having been bored is pressed on an 
arbor and supported on centers. It is driven by two arms secured 
by bolts to the face-plate in the usual manner. 

The tail-stock is provided with the usual set-over, the same as in 
an ordinary engine lathe, for the purpose of turning tapers. It is 
provided with two sets of holding-down bolts so that the top casting 
with the spindle may be set over without detaching the tail-stock 
from the bed. By this means there is no necessity for removing 
the work from the lathe or blocking it up. 

The head spindle is driven entirely by means of the internal 
gear bolted to the back of the face-plate through a pinion on the 
cone shaft. Back gearing is provided by which, with the five-step 
driving cone, ten speeds may be produced. A defect in the design 
of this back gearing is that the gears are journaled upon a stud 
supported at only one end, thus permitting considerable vibration, 
which is liable to show by producing chattering of the tool upon the 
work. 

While the feed is entirely gear driven, provision is made for 
accidents to the tool by making the gear upon the end of the cone 
shaft with a friction device, by which it will be allowed to slip if 
heavy and unusual strain is brought upon it, rather than that the 
gear teeth bo endangered. 

This lathe is not of new design, but has been built in substan- 
tially its present form for many years; it is a deservedly popular 
machine. 

The ordinary length of the bed of this lathe is about 11 feet. It 
swings 60 inches over the bed and 50 inches over the carriage and 
will take in 50 inches between centers. Its weight is about 10,000 
pounds. 

The head spindle is bored out so that boring bars of any length 
may be used. It will bore and turn pulleys up to 60 inches in 
diameter and 19 inches face, and a pulley up to 50 inches in diameter 
and 32 inches face. 

By throwing out the back gears a fast boring speed is produced, 
or the boring and turning may proceed simultanously, if the pulley 
is held by the arms on a proper face-plate fixture. 
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for the eiiiploy”'^'’'^' **' I'JW'l' 

There is no arrangeme , lu'cessnrily limitH 

,-hieh n^ght <lo a pn.por n^t r„r 

r,«Jlea3l}' and economically provaW. 

bark tools could be 7 designed as to I.eeoine ral un- 

A puUey-turning lathe may ne lathe proper, ai.d wl.en fluus 

a pulley-tui-ning ^ eflicient itumhi^^^^ il' d<‘sigtu-(l 

sjiedalizedrv^ tKuaUy ^ machine is shown in l''ig:. 

Strictly on the hnes Works, who l)Uil(l thc‘st^ nm- 



Fig. 282 . 


— 40-mcli Swing Pulley Turning T.atho, built by tho 
Niles-Bement-Pond Company. 


The bed, head-stock and tail-stock are all cast in one puHfc, ami 
this casting extends to the floor or foundation and providt'S a vttry 
ri^d support for the operative mechanistn of the 

The head spindle is driven by spiral or tangent gearing, giving 
a very steady movement entirely devoid of the tendetu^y to chatter 
as when tm'ning a pulley or other light-rimmed wheel, whem the 
power is by the usual spur gearing. By this device a nuu'h hc^avicu* 
cut, or a cut at a much coarser feed, may be successfully carried 
and consequently the time of performing the operation much re- 
duced. 

The pulley to be turned is forced on a mandrel or arbor and held 
betw'^n centers in the usual way for obtaining good concentric 
work. As to the method of driving the pulley, there is an equaliz- 
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ing face-plate which has arms projecting between the spokes or 
arms of the pulley near the rim, and which press equally upon oppo- 
site sides of the work so that there is no tendency to sjning the pul- 
ley out of its propcu* shape, as is the case wlu^n it is held in a chuck. 

There are two tool-rests whi(*.h oj)erat(^ at tlui same time, one 
being in front and i)r*ovided with an angular feed for crowning the 
face of the i)ulley, and one in the rear cariying an inverted tool and 
provided with a hand cross feed. This lathe tool takes the rough- 
ing cut while the front tool carries the finishing cut and crowns the 
pulley. The angular feed with which the front tool is provided 
adapts it for turning bevel gears as well as pulleys. When set to 
make a straight cut parallel to the axis of the work it is well adapted 
to turning the outside of large gear blanks, balance-wheels, and simi- 
lar work. 

While the tool at the rear of the machine is often set for a straight 
cut, parallel to the axis of the work, it is also provided with an 
adjustable slide by which it may be set at an angle for crowning 
the face of a pulley or for turning bevel gears and similar work. 
This feature is necesary in heavy work particularly, in order to 
hiivo an eciual amount of metal to be cut away l)y the front tool 
(luring its cm tire cut. 

The driving cone is of ample diameter; it is arranged in six steps 
and carries a very wide belt. It runs at a proper speed for polish- 
ing pulleys, as well as for driving the rnachiiu^ for turning purposes, 
and its shaft extends to the front as an arbor or mandrel upon 
whicdi the pulley to be polished may be mounted as shown at A, 
Fig. 282. A convenient polishing rest is shown at B, which is 
used for this i)urpose. 

This macliine is not intended for boring the pulleys, this part 
of the work being much more expeditiously performed on a chuck- 
ing lathe or similar machine, which may be run at a much higher 
speed for this purpose. 

It frequently happens that small work and that which must be 
very true and cori'ect, particularly in tool, model, and experimental 
work, a comparatively light bench lathe is much more convenient, 
useful and efficient than a floor machine of similar capacity. One 
or more of these lathes, of good design and construction, should 
form a part of the equipment of every tool room, and of any room 
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in a general machine shop or manufacturing plant where small 
work is done. 

Such a bench lathe, built by the Waltham Machine Works, is 
shown in Fig. 283, and which is a good example of the best grade 
of American made bench lathe. 

The bed of the lathe is 32 inches long and has a T-groove planed 
the entire length of the back side. A bed without this groove will 
be furnished, if desired, at a lower price, but such a bed will not 
take all the attachments that have been designed for it. The 
amount of metal in the bed is distributed so as to give great stability 
and rigidity while at the same time pleasing outlines are presented. 
These qualities apply equally to other parts of the lathe, beauty 
of design being one of its features. 



The head-stock will swing 8 inches. It has a hardened steel 
spindle and bearings, carefully ground and run together. It is very 
smooth running and the finest work can be done with it. The 
pulley has three steps of 3, 4, and 5 inches in diameter and will take 
a belt 1^ inches wide. The larger flange has three circles of index 
holes, the numbers being 48, 60 and 100. The spindle is adapted 
to take split chucks of the most approved pattern, which will 
take wire up to f inch in diameter through its entire length. 

The spindle of the tail-stock passes entirely through the 
casting, so that whatever its position it always has its full bearing 
(6f inches). It is graduated to tenths of an inch, while the grada- 
tions on the hand wheel read to 1-200 inch. The front side of the 
casting is cut away to give more room for the slide-rest. By this 
means the lathe can be used closer to the center than would other- 
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wise be the case. The back side of the casting is reinforced to give 
the necessary stiffness. 

The base of the slide-rest rests directly upon the bed of the 
lathe, and its squaring device has a bearing on the frorrt of the bed, 
below the lowest part of the heatl-stock arrd tail-stock. This gives 
the opportunity to make a lorrg s(|uating device, thrrs insuring 
greater accuracy, arrd also to have the bearing where thcr'e is less lia- 
bility of trouble from chips, dirt, etc. The builders also make a 
swivel squaring device by means of which angles can be turned or 
ground with the cross slide, thus enabling one to make two angles 
with one setting of the slide-rest. This is a valuable feature in 
making special cutters or mills, or in grinding spindles and bearings 
having two angles. 

The feed screws have hardened bearings, and are provided with 
indices that are graduated to read to 1-1000 inch on the swivel 
screw, and to 1-2000 inch on the cross-slide screw, the latter division 
being adapted so that the movement of one graduation on the 
index will make a difference of 1-1000 inch in the diameter of cylin- 
drical work which is being turned or ground. 

The tool-slide is made flat on top to take various attachments, 
and has two T-grooves for the tool-post. Ordinary lathe tools are 
used. The slides are carefully scr aped together and the whole slide- 
rest is neatly ornamented. 

For holes and for light outside grinding there is an inside 
grinder that is arranged so that the lap can be swung away from 
the hole, for testing the size', and then returned instantly to its 
original position. 

The outside grinder for general work is clamped directly upon 
the tool-slide and has a vei'tical screw adjustment. It is arranged 
so that an emery wheel can be used on either end, and there is a 
tajxir hole in the front of the si)indlc to take arbors for small laps. 

Two methods of thread cutting aro provided for. The first is on 
the Fox lathe ])rineiplo and is attached to the T-groove on the 
back of the IxhI. Any even multiple of the lead screw thread up 
to ten times can be c.ut, an<l with a few extra -load screws all ordi- 
nary threads can be cut. This method of thread cutting is the 
most rapid, but under conditions in which a great variety of threads 
must be cut some machinists will prefer to use the slide-rest. By 


366 


MODERN LATHE PRACTICE 


this style of thread-cutting attachments this latlui will cut all 
threads from 5 to 100 per inch, and all between 5 and 50 (o the 

centimeter can be cut. _ _ 

There is also a special milling attachitient, which is a sland 
consisting of a base made to take the regular head-stock, and is 
pro\-ided vdth a slide which takes the regular slide-rest. I’lu^ vin li- 
cal slide has both a screw and lever feed, so ai'ranged that the change 
from one to the other can be made instantly. A vise for plain 
milling, or an indexing head for gear cutting and cutter making, 
can be attached to the tool-slide of the slide-rest. T his c.onihination 
makes a practical bench milling machine upon which a gre-at vai iedy 


of work can be done. 

"WTiile the descriptions of engine lathes arc confined to (he lalhc 
proper, lea\dng the subject of their attachmenls and accc's, series (o 
be treated in another chapter, it seems advi.sable (o includi' in (In* 
above description the various attachments of this himch lath(‘, as 
they are essentially different from those used upon or in conms'l ion 
with an engine lathe, and for different purpos(\s. 

In addition to the attachments above describ(‘d it is frc((uently 
the case that others for special work are froiiuently ilcviscd and 
added to the bench lathe equipment, making it a very useful ma- 
chine and capable of performing a great many different oiicrations, 
among them many which cannot be porfoniKsl (tn lln^ regular 
engine lathe without the aid of expensive attaclummlH and (i.xtiircH. 
These quahties make it one of the most useful niacliin(>s in (he shop, 
especially where small experimental work and fim^ tool making, jigs, 
and fixtures are to be produced. 

A plain 10-inch swing wood-turning lathe for light nianufacf uiiiig 
work or for pattern work is shown in Pig. 2S4, which po.sscK.scs some' 
pecuhar features worthy of attention. The la(h(> is built by (lit- 
F. E. Reed Company. 

One of the special features of this lathe is the niamicr of con- 
structing the head-stock, a vertical section of which is given in 
Fig. 285. The spindle has a single bearing in th(> head-sfock, which 
extends over a large proportion of its length, lh(‘ face-plalc hrdng 
attached to the front end as usual, and the three-s(cp cone pulley 
a^hed at the opposite end, fitting upon th(‘ spimlh- for n disfance 
bout equal to one of its steps and carried by a flanged collar which 
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is fastened to it by sci'ews and resting against a fiber washer with 
the wear or eutl thrust taken up Iry a suitable adjustable collai’ at 
the end of the spindle. 

Ihere is a -j^y-inch hole through the spindle, whose beaiing in 
the head is 1 inches diameter and 7j| inches long, while there is 
also an outer bearing, forined by the small end of the cone running 
on the outsi(l(! of the head-stock, 2 inches diameter and 3§ inches 
long, giving 50 square inches of wearing surface in the head-stock, 
which is at least three times more than is obtained in the head- 
stock of an ordinary wood-turning lathe of this swing. 



The head spindle is a crucible steel forging, and runs in com- 
ptxissed genuine babbitt metal bearings, special care Ireing used to 
make the inner and the outer bearings truly cylintlrical and con- 
(ientric with cac.h other. 

As to the wearing qualities of those head-stocks the manu- 
facturers say: 

“We have made and sold over six hundred of these lathes 
during the last eight years. For over six years we have had one 
of tlunn in constant use in our works as a polishing lathe. This 
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^ verv severe usage for a lathe, but during aU this time it 1,« 
Tet^^ed absolutdy no repaiis, and no special attention tayond 
■eeing that it was kept properly oiled with a good quality of In ii i- 
oil We have a large number of most excel out testin.omals 
schools that have used these wood lathes lor a mimher of 

^'^e countershaft is of very simple construction anil of similar 
design to the head-stock. In place of the u^al light anil loose 
pulley with the belt operated by a shipper rod and lever, the bolt 



Fig. 285. — Head-Stock of Reed Wood Turning Lathe. 


fork is handled by a vertical rod, the lower end of which hangs in a 
position convenient to the operator, who has only to give it a turn 
to the right or left by means of a short handle to start and stop the 
lathe. 

The Vs in the bed are inverted, or planed out, and the hciad 
and tail stocks are fitted into them, instead of upon them, which 
is the usual way. This allows a perfectly free and levc^l surface 
across the top of bed and shelf on back side, without any obstruc- 
tion, besides protecting the Vs from being jammed. Tlu^ upper 
angle of V is rounded where it meets the surface of the 1)0(1, whicli 
also prevents jamming or injury of the bed or V at th's place. 

The T-rests, instead of being the usual form, are concaved, with 
a projecting lip on the bottom which serves as a finger gage for 
ttie operator while using the turning tool. The T-rest holder is 
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secured to the bed by a clamping device that is neat, strong, and 
quickly operated. There is a shelf on the back side of the lathe, 
parallel with the top of the bed, and of the same height; another 
shelf is also furnished underneath the bed, as shown in the engrav- 
ing. A hook or holder, with proper support for the same is shown. 
This is for holding a blue print, or sample of the work, before the 
operator, and can be raised or lowered. The form of the lathe bed 
in connection with the extra speed of the legs, and the manner of 
attaching the lower shelf, all combine to insure steadiness of the 
lathe when run at the high speed for which it is designed; and each 
lathe is run five hours at 2,600 revolutions per minute before leaving 
the works, to see that it is in every respect right. 

The workmanship on this lathe is fully up to the standard of the 
work usually done by this company, which is sufficient guarrantee 
of its quality. 


■ CHAPTER XX 

EEGULAE TUEEET LATHES 

Importance of the turret lathe. Its sphere of u.scfuIne.sH. OhiHHificul ion of 
turret lathes. Special turret lathes. The monitor lathos. Tlx* .lone, s & 
Lamson flat turret lathe. Its general design and conslrucl.ioii. Km 
special features. Its tools. The Warner & Swiiscy 24-iiH'h swing uni- 
versal turret lathe. Grsneral description. Its capiunty. liiptu iuitting 
attachment. Its speeds. The Bullard Machine 'I’ool Company’s ‘ili- 
inch swingeomplete turret lathe. Itsmassivc form and iisgc'iicnihlcHigii 
and construction. Lubrication of tools. The countcnshaft. I'hc Frail <t 
MTiitney 3 by 36 turret lathe. Its special features. Ks g(!ii(‘ral desing. 
Its capacity. Special chuck construction and operation. Th(‘ Cisliolt. 
turret lathe. Its massive design and construction. Its larger eaimeity. 
Its general and special features. The Pond rigirl turret latlnn Its heavy 
and symmetrical design. Detailed description. Its operat ion, (leit- 
eral dimensions. 

While the regular engine lathe is in almost univci’sal iise wher- 
ever machine work is done, and while it is the one in(liM|)(‘iiHai)lo 
tool in every machine shop, the modifications of it in Ihc^ vai’ioiiH 
forms of a turret lathe are becoming second only in the importimci* 
and the range of its work. So great has been the; advanei* in thin 
respect during recent years that nearly all machine shops, i'veii 
small jobbing shops, are not considered as possc^ssing a passably 
modern equipment without one or more turret latluw. 

Formerly it was not thought worth while to "set up" a job on 
a turret lathe unless there were fifty or more pieces of th(( same kind 
to be machined. It is now a common occurrence to us(! Ihe tiiri'ef 
lathe when only half a dozen pieces of a kind arc to be made, 'rhe 
reasons for this are that formerly special tools had to he made for 
many of the jobs attempted, whereas now wo have a gr<^at many 
regular tools furnished with the turret lathe that are of such foi-tn 
and construction as to be available for nearly all the ordinary turri't 
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lathe jol)s, while the addition of an extra tool now and then for 
spc^eial work, or a special form, will adopt the turret lathe for a very 
larg(^ variedy of work, which may thus be performed with a great 
d(‘gi'(H^ of accuiraey, with a very good finish and in a very economical 
maim(‘r. 

\Vh(^i'(^ large numbers of pieces of the same kind are to be made, 
it, is usually the practice to make special tools whenever better 
work or a larger output can be thereby secured. This will be 
larg(‘ly a matter of practical judgment of the man in charge of the 
work. 

We may divide the turret lathe proper, and the engine lathes 
wluui used as turret lathes by the addition of a turret, into five 
(•lasses, according to their design and methods of operation, namely: 

th(i engine lathe serving as a turret lathe by mounting a 
hand-revolved turret upon its carriagej in place of the usual com- 
pound ivst. 

Sacondj the engine lathe serving as a turret lathe by mounting 
a hand-nwolved turret upon the bed by means of a shoe or saddle 
which sup|)()rts tlie turret slide. 

Thirdj a turret lathe proper, built as such, with a turret pivoted 
t-o a slide supported by a shoe or saddle; the turret being revolved 
and f(Hl by hand. 

Fourth, a turret lathe similar to the last and sometimes called 
a 'Lsemi-autoinatic turret lathe,” in which there is a power feed on 
tlu^ cut and the turret is revolved automatically at the end of the 
stroke. 

Fijth, a c.oinplete automatic turret lathe with power feed on the 
(Hit, a (piic-k power return, and the turret automatically revolved 
at th(\ end of the stroke. 

Thosc^ in the third, fourth, and fifth classes are usually provided 
with a cut-off slide carrying one tool in front and frequently an 
inv(4*((ul tool at the back. 

Various (examples of these different classes will be illustrated 
and (l(‘scribed in the following pages, giving the designs built by 
scv(n’al of the prominent manufacturers of this type of machines. 

Tlun-e are, of course, special machines of this general type of 
latlK‘s built for special purposes. There are modifications of the 
gciHH’al class, into the details of which it is impossible to go in these. 
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pages, since it is the object to present distinct types or classes, rather 
than to expand this work to the dimensions of a cyclopedia on the 
subject of lathes. 

There is one type that deserves special attention on account of 
its valuable service on small work, and that has been known in the 
shop for many years as a monitor” lathe, from the fact, no doubt, 
of its resemblance to the turret of a monitor. The slide upon which 
the turret is pivoted is run forward and back by a lever which makes 
it very rapid in operation. It is usually built for small work only. 

The Jones & Lamson flat turret lathe is now so well known that 
an extended description of it seems hardly necessary, and yet its 
importance in the manufacturing world of to-day, and its many 
points of real mechanical interest and importance, demand more 
than a passing notice. 

A front view of one of these machines is given in Fig. 286, this 
particular machine being 3 x 36-inch size, that is, it will work up a 
3-inch bar and the turret has a run of 36 inches on the bed. 

As will be seen the bed is supported by strong and well designed 
legs in a pan nearly the full size of the machine. The head-stock 
and its gearing is covered by a protecting case which moves with 
it. One of the peculiar features of the machine being the sliding 
head which has a transverse movement for the purpose of increasing 
its effective working capacity. The turret is mounted ui)()n a 
saddle fitted to broad V^s upon which it has a long bearing, insuring 
accurate results. 

The turret is a flat circular plate and is mounted on a low car- 
riage containing controlling mechanism. The connections of the 
turret to the carriage, and the carriage to the lathe bed, are the most 
direct and rigid, affording absolute control of the cutting-tools. 
The turret is accurately surfaced to its seat on the carriage by scrap- 
ing, and securely held down on that seat by an annular gib. In the 
:same manner the carriage is fitted to the V’s of the bed; the gibs 
passing under the outside edge of the bed. The breadth of this 
bridge across from V to V makes an unyielding mass to which the 
tools can be affixed. 

The indexing mechanism of the turret is of the greatest impor- 
tance, and in this particular point the flat turret lathe seems to 
have an exceptional advantage. Its index pin is located directly 


REGULAR TURRET LATHES 


373 


under the working tool, and so close to it that there can be no lost 
motion between the tool and the locking pin. The turret is turned 
automatically to each position the instant the tool clears the work 
on its backward travel, and it is so arranged that by raising and 



lowering trip screws near the center of the turret it may be turned 
to three, four, or five of the six places without making any other 
stops. 

Tlic power feed for the carriage is actuated by a worm-shaft. 
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The worm is held into its wheel by a latch which is disengaged by 
the feed stops. There are six feed stops, one for each position of the 
turret, and they are independently adjustable. This feature of 
an independent stop for each tool will be appreciated by the users 
of the other turret lathes, some of which have only one stop for 
all turret tools. These feed stops are notched flat bars placed side 
by side in the top of the bed. They also serve as a positive stop. 

The head-stock is of such great importance that weakness here 
would mean a weak link in the chain. Greatest care has been 
exercised to make the head-stock equal in stiffness to the turret. 

The spindle is ground to size, and its phosphor-bronze bearings 
are scraped to give a perfect contact. A 2-^-inch hole extends from 
end to end, through which the bars of stock pass. 

The caps to the spindle bearings are fitted over large hollow 
posts which make the top half of the box practically as rigid as the 
lower half. 

The cone and large gear are loose on the spindle and connected 
at will by friction clutches. The large gear is covered with a hood 
which protects it from chips and dirt, ensuring smooth running. 
The back gear is placed below the cone in the head, and a triple 
back gear, when required, is placed beneath the regular back gear. 
The regular back gear gives a 4 to 1 proportion, and the triple gear 
makes a 16 to 1 speed. The triple gear is required for all standard 
screw threads above If inches in diameter, and in chucking work of 
large diameter. 

The die carriage carries a die of any kind, and a pointer for sha- 
ping the end of a shaft or bolt. This carriage is mounted on a 
sliding bar and arranged to swing into working position. It is 
provided with lugs which take bearing on the top of the cross- 
slide, which tool must be in operative position when the die 
carriage is used. The pointing tool may be used as a turner for 
reducing the stock. 

The bed rests on a ^Three-point” bearing, making it impossible 
to twist or vary the deflection of the bed by an unsteady or un- 
natural foundation. 

A drainage bed and double overflow reservoir with circular 
pump are clearly shown in the engraving, and are too simple to 
need explanation. 
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The head receives its power through a triple friction counter- 
shaft of unusual proportions and running speed. The three friction 
pulleys are 12 inches in diameter by 4 inches face ; two run 300 revolu- 
tions per minute, and the remaining, or middle, pulley runs 150 
revolutions per minute. 



These jmlleys have extra long hubs that extend an equal distance 
each side of the “pull of the belt” (each side of the rim), and per- 
fectly distribute that strain over its entire bearing on the shaft. 
The shipjxir rod is so connected that it will act on any one of the 
three clutches at the will of the operator. 

The tools used in this machine arc of the usual nature but of 
improved design in many cases, and are well shown in Fig. 287, as 
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they appear on the machine, in the top view taken from the rear 
end, and at the ‘front of the machine, looking toward the head-stock. 

The machine tools built by Warner & Swasey are known wher- 
ever American machines are used as being of good design, good 
materials, and good workmanship. In fact, some of the finest ma- 
chine work turned out in this country comes from their shop. 

Their turret lathes are no exception to this rule, and in Fig. 288 
is shown their 24-inch swing universal turret lathe, which is a good 
example of a lathe of this type, adapted to a large variety of work 
such as iron and brass valves, from 3 to 6 inches, gears, pulleys, 
bearings, machine parts of circular contour, and general chucking 
work requiring drilling, reaming, and facing. 



The bed is 8 feet 7 inches long, and is deep and heavily ribbed 
as it should be in a lathe of this kind. The head-stock is cast in 
one piece with the bed, rendering it strong and ligid against the 
weight of the work and the torsional strain of the machining opera- 
tions. The spindle cone is of three steps, the largest of which is 
16 inches in diameter and adapted for a 4-inch belt. The spindle 
has a 2|-inch hole all the way through. From the end of the s{)indle 
nose to the face of the turret is 36 inches when at its extreme 
position. 

The friction back gears give two speeds without stopping the 
machine, the ratio being 8 to 1. 

The turret is hexagonal in form and has a very large bearing 
upon the carriage. It is 14 inches across flats and has six 3-inch 
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holes, allowing 2^-inch bars to pass through it. The carriage has 
a longitudinal travel of 32 inches and a cross travel of 12 inches. 

Two sets of independent adjustable stops are provided for each 
face of the turret, one opei'ating with the longitudinal and the other 
with the cross travel of the carriage. When the general work which 
the lathe is expected to do renders these stops superfluous, they may 
be omitted from the regular c(|uipinent. 

The geai’cd feeds, both for the longitudinal and the cross cuts, 
give six changes, any one of which is made instantly available by 
moving a lever. These feeds are so desigired that they will give 
respectively 4, 7, 12, 16, 28, and 48 to the inch for every revolution 
of the main spindle; that is, the spindle will make these various 
number of revolutions while the feeds advance 1 inch. 

The lead screw is provided with the proper gears for cutting 2, 
3, 4, 5, 6, 7, 8, 9, 10, 11|, 12, and 14 threads per inch. Finer threads 
than these are not likely to be required on a lathe of the capacity 
of this one. 

There is a taper turning attachment for turning tapers up to 
3 inches per foot, which is furnished only when specially required. 

The machine is driven from a triple friction countershaft which 
has 16-inch pulleys adapted for a 4J-inch belt. One of these pulleys 
runs at a speed of 100 revolutions per minute and the other at 140, 
which gives twelve spindle speeds ranging from 53 to 264 per minute 
without the back gears, and from 7 to 30 revolutions per minute 
when the back gears are in use. A third pulley is designed to 
run the spindle backwards. 

The w(nght of this machine is 4,500 pounds, which shows its 
substantial and massive character. 

This firm make a variety of styles and sizes of turret lathes 
adapted to a large class of products. 

The Bullard Machine Tool Company enjoy a reputation for 
fuming out first-class machines.. This applies equally to the 
(k'sign, tlu' material, and the workmanship. 

In Idg. 289 is shown one of their 26-inch swing complete turret 
latlu'H, or as might be more comprehensively termed, turret machines 

The machine is of massive design, the bed deep and strongly 
brace<l. It is provided with heavy top members or tracks, carrying 
broad V’s, and surrounded by a proper pan for catching and carry- 
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time at the points desired. Situated over this tank and beneath 
the pan surrounding the bed, is a secondary pan supported on wheels 
so as to be readily removable when it is desired to clean it out. Into 
each end of this, oil and chips drip from the two lips seen at the 

right and left. This feature 
will be duly appreciated by 
1 . the operator, who has been 
accustomed to clean out the 
I pans of the older style ma- 
^ chines. 

a The countershaft has three 

^ friction pulleys 20 inches in 
^ diameter, for 4Hiich belt, and 
s runs respectively 96 and 144 
£ revolutions per minute for- 
J ward and 144 revolutions 
.S" backward. The weight of 
the entire machine is 9,500 
pounds, which is a very lib- 
5 eral weight for a machine of 
this capacity, and insures 
I great rigidity and strength of 
^ its principal parts. 

J Another notable machine 

“ brought out by the Pratt & 
« Whitney is their 3 x 36 tur- 
I. ret lathe; that is, a lathe ca- 
g pable of handling a 3-inch 
bar of round stock and in 
which the turret has a run of 
36 inches. The machine is 
well shown in perspective in 
Fig. 290 and a plan of it is given in Fig. 291. 

As may be assumed from its capacity it is a very rigid machine 
in which the bed, head-stock and pan are cast in one piece. On 
account of the great quantity of oil that is necessary to use upon it 
when machining bar stock, the bed is set in a pan of ample propor- 
tions and well supported on heavy legs, those under the head-stock 
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being very broad and furnishing a support under the entire length 
of the head-stock. The compound casting for bed, head-stock, 
and pan is shown in Fig. 291. 

One of the new features of the machine is the chuck, which is 
arranged to handle l)ar stock considerably above or below size with 
the same gripping force as if the bar were true to size. This is a 
feature of much value in machining the larger sizes of rough stock 
in which tluu'c is usually considerable variation in the diameter even 
at different points along the same bar, as well as the frequent occur- 
rance of slight bends in the bar that render it difficult to handle in 
the ordinary turret lathe chuck. 



Fig. 291. — The Single Casting Combining the Bed, Head-Stock and Pan of the 

Pratt & Whitney Turret Lathe. 


This machine is regularly driven by a three-step cone pulley 
adapted for broad, double belts. This cone pulley, in conjunction 
with the double friction back gears and a three-speed countershaft 
of improved design, gives to the main spindle twenty-seven speeds, 
or nine for each step of the cone. These nine different speeds with 
an open belt range from 78 to 550 revolutions per minute, and the 
eighteen back gear speeds run from 9iV to 182 revolutions per 
minute. This great range of speed adapts the machine to handling 
all work, not only from 3 inches in diameter down, but all classes of 
materials as well, so that it does its work under a very large range 
of conditions and circumstances. 

The turret slide has power feed for turning lengths up to 36 
incihes, and the driving device for the feed mechanism for the turret 
and cross-slides is by means of a silent chain which is driven from 
a sprocket wheel on the spindle, from whence it leads down to a 
gear box containing the variable speed gears for giving the different 
rates of feed. The shaft for operating the turret and cross-slide 
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located at the rear of the bed, and the gear box mechanism is oper- 
ated by the two short levers in front of the head-stock as seen in 
Fig. 290, and by which four rates of feed in either direction are 
obtained for either the turret slide or the cross-slide. The turret 

feeds range from .007 to 0.23 inches 
and those of the cross-slide from .0014 
to .004 inches per revolution of the 
main spindle. 

There are dovetailed upper and 
lower edges on the hexagonal turret 
faces, to which tools may be rigidly 
clamped, and each tool is provided 
with an independent stop which is car- 
ried in an adjustable bracket fixed to 
the front of the bed. 

By referring to the plan view of the 
machine in Fig. 292, at X, it will be 
seen that there are six stops placed side 
by side in the bracket above referred to. 
p]ach one of these, when adjusted, is 
held by an independent screw. As the 
turret is rotated a cam at the bottom 
operates an arm carried on a rock-shaft 
at the vside of the turret slide and 
swings it into line with the proper 
stop in the bracket. This rocker arm, 
or turret stop, is always rigidly sup- 
ported, as in all positions the rear 
face rests against a machined surface 
on the slide. 

The cross-slide carries two tool- 
posts of good design for holding tools 
rigidly, and may be adjusted at any 
point along the bed that the work re- 
quires by a hand wheel at the front end of the head-stock 

The peculiar construction of the chuck referred to above is 
worthy of special attention and may be understood by reference to 
the sectional engravings and the following description of its rnechan- 
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[)iU-tH, and in Fi^. 2<)1 its oix'rativc incclianisiu. In the lornier en- 
p;raving I) is a portion ot the 
nose of the spindle, and F Uk^ cap 
screwing <>n oven- it. (1 is the 
ehuc’k jaws and II the (‘.losing; col- 
lar. This collar as w('ll as tlui 
jaws of t.he chuck and the wc'aring; 
surfa(*(^s of the cap arci hai denied 
and ground, and the rear erul (if 
the latter is made a sliding fit in 
the spindle bore, while its front 

1 . 1 F n fit in Fio. 203.— “Chuck ConBtniotion of the 

end IS ground to a sliding lit m ^ Whitney Turret Lathe, 

the ring F, which is hardened and , 

forced into the nose of the spindle I), and then ground while the 

siiindle is running in its own journal boxes. _ _ 

The chuck jaws have sepiare shoulders abutting against the cap 
and open and close without end movement, as the spring plugs 
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Fig. 294. - Chuck and Rod Feed * Whitney 

keep them in contact with the cap when released by closer^ 
I'he jaws for each nominal size of stock are adapted to h < 

■k inch ov(‘r size, or A inch under size, and anywhere with n 
this range they maintain a parallel grip on the bar. Ibis is due o 
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the fact that the contact between jaws and closer is always a line 
contact along the middle of each jaw, the surface at either side of 
this line being relieved so as always to clear the conical seat in the 
closer. 

To give the jaws a uniform gripping pressure upon the work, 
regardless of the variation in size from standard, provision is made 
for first bringing them into contact with the bar by operating a 
lever, after which they are closed tight by means of a second lever, 
both levers being mounted at the front of the head and about a 
common axis, as shown in Fig. 290. 

Referring again to Figs. 292 and 294 it will be seen that the 
rear end of the spindle carries two sliding rings actuated by inde- 
pendent yoked levers; these latter are connected by links with the 
operating levers just mentioned. 

The ring C, Fig. 293, is fitted with a pair of racks each of which 
engages with a spiral pinion formed at the center of a right and 
left-hand screw; the front ends of the screws fit holes tapped in 
collar A, which is secured to the spindle, while the rear ends are 
screwed into the sleeve B which carries the chuck-closing fingers J, 
whose heels are always in contact with the lugs of the chuck-closing 
tube K, the rollers at the outer ends resting against the shoes 
carried in the ring I. The yoked lever N, operated through the link 
0 by the inner of the two vertical levers in front of the head, is con- 
nected also by the slotted link L with the stock-feed mechanism at 
the rear. 

When the chuck is opened and the stock stop swung down from 
the head, the inner lever is thrown over, forcing the linkL toward the 
rear and clutching the gear M to the feed screw, which is then driven 
from the spindle in the right direction to draw the bar forward 
against the stock. When the bar is in contact with the stop the 
clutch throws to the middle position as shown, stopping the screw; 
the lever is then thrown in the opposite direction, sliding the ring C 
on its bearing, and by means of the racks, spiral gears and right and 
left-hand screws the sleeve B, with fingers J and tube K, is drawn 
forward, forcing the chuck jaws into contact with the bar. The 
outer lever is then operated to push back the ring I and close the 
chuck down hard upon the work. 

The manipulation of the levers takes but an instant, and it will 
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be noticed that no matter what the' position of the closing tube K 
may be when the jaws are in contact with the stock, the pressure 
exerted through the fingers J and the sliding ring I is always uni- 
form and effective. 

The upright at the outer end of the stock-feeding apparatus 
carries an adjustable rotating support for the bar stock, and the 
traversing bracket R actuated by the screw is adapted to receive 
various sizes of bushings corresponding to the collars secured to the 
stock. 

When the feed bracket has reached its extreme forward position 
it is run back by moving to the left the short lever shown in Fig. 
290, which clutches the reversing gear M to the screw. The clutch 
between gears M and S is normally held in mid or inoperative posi- 
tion by the spring plungers at the lower end of the arm P. The gears 
are driven continuously (so long as the spindle is running ahead), by 
the double gear Q on the sleeve above; the clutch connecting the 
di’iving gear to the spindle end is so formed, however, as to be in- 
operative if the spindle is reversed, thus making it impossible to en- 
gage the feed accidentally before the spindle is again started ahead. 

Taken altogether this mechanism represents the latest and best 
development in its line for the purposes intended, and is in keeping 
with the usual practice of this company of careful designing and 
good, practical construction. 

The Gisholt turret lathe occupies a somewhat different field 
than that usually covered by the other manufacturers of turret 
machinery, in that the machines are much larger and heavier and 
of much greater capacity, handling very large and heavy work. 
While there are none of the other builders who make a turret lathe 
of much over 30-inch swing, the Gisholt lathe is built as large as 
41 J inches, this largest size weighing about eight tons, while there 
arc very few of those of other builders weighing more than one half 
as much. 

Figure 295 shows this machine s-winging 41J inches over the 
bed. As will be seen, all the parts are very massive and calcu- 
lated to withstand the heaviest strains to which a machine of this 
type could possibly be subjected. 

The bed reaches to the floor (or properly to a well built founda- 
tion raised slightly above the floor, upon which a machine of such 
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weight should always be placed), and has the head-stock cast in 
one piece with it so that the greatest amount of rigidity may be 
preserved. The housings carrying the boxes for the main spindle 

are heavy and of ample 
width and are three in num- 
ber, giving all necessary sup- 
port to the spindle. The 
back gears are placed over 
the spindle and out of the 
way, making the machine 
considerably narrower at this 
point than if they were 
placed in the rear, as is 
usually the case. They are 
of coarse pitch and wide face, 
giving ample power for all 
occasions. 

The wearing surfaces 
throughout are made very 
large, all sliding surfaces 
being scraped to standard 
surface plates, and all spin- 
dles, arbors, etc., are finished 
by grinding on dead centers. 
The head-stock is friction 
back geared, and is also pro- 
vided with an extra power- 
ful back gear for doing the 
heaviest class of work for 
which the machine is 
adapted. The spindle is 
made of forged steel and 
runs in reamed and scraped bronze boxes. 

The turret is hexagonal and very large, in order that heavy tools 
may be rigidly secured to it. It slides directly on the ways of the 
machine and hence has the full traverse of the bed. This permits 
of the use of long boring bars, the outer ends of which may be sup- 
ported in a bushing in the chuck. 
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The carriage is provided with a turret tool-post carrying four 
tools, any one of which may be instantly brought into position for 
cutting. These tools are independently adjustable as to height. 
The cross feed has micrometer index reading 1-1000 of an inch. 
Power cross feed and taper attachments are provided if desired. 
For each tool in the tool-post and for each face of the turret feed 
and dead stops, independently adjustable, are provided, by means 
of which the feed may be thrown out automatically at any desired 
point. The feed works are entirely novel and permit of four changes 
of feed being instantly obtained, either from the end of the machine 
or from the turret slide. The feed is also instantly reversible. 

The four tools which may be carried in the carriage tool-holder 
are held by means of a large square plate, forced clown by a heavy 
screw in its center. The tools are placed under the edges and parallel 
to them and brought into active position by the entire tool-holder 
top, swiveling turret-like upon a central pivot, when raised tO' 
the proper position for that purpose. Stops, independently ad- 
justable, are arranged for each of these tools, both for lateral and 
cross feeds. 

Turret stops are arranged at the rear of the machine and may 
be severally brought into working position by rotating the cylin- 
drical carrier. They are, of course, independently adjustable. 

In Fig. 296 is given a view of the top of the machine, which will 
serve to show the various operative parts of the turret and its stops, 
the revolving tool-holder on the carriage, and the taper attachment, 
much more clearly than is shown in me front view in Fig. 295, and 
on a much larger scale. 

This description might be much more elaborate but the machine 
is quite well known among practical shof) men and those having 
any special connection with this branch of machine business, and 
further details do not seem necessary. 

Pond tools are considered good tools and arc usually designed 
heavy enough and strong enough to stand the strain of any work 
that the machine may be called upon to do. While this remark 
aj)plies to a great extent to all Pond tools, it is particularly applicable 
to the Pond rigid turret lathe, represented in Fig. 297, which well 
illustrates its massive construction. This is particularly true of 
the tool carriage and of the saddle which supports the turret, as 



Fig. 296. — Top View of Gisholt Turret Lathe. 

The swing over the carriage is almost as great as that over the 
ways, which permits the use of tool-post tools directly behind the 



Fig. 297. — The Pond Rigid Turret Lathe. 

work, and also allows the carriage to be run behind the chuck so 
that the turret may be brought up close to the chuck. Short, 
rigid tools with practically no overhang and short boring bars can 
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therefore be used. In no other machine is this feature available. 
The design of the turret provides for six faces, three of which are 
of extra width, permitting the heaviest facing, multiple-turning, and 
forming tools to be rigidly attached. 

This turret is illustrated in plan in Fig. 298 and in elevation in 
Fig. 299, showing the narrow 
faces at A, A, A, in both fig- 
ures and the wide faces B, B, B. 

In the use of a tool held upon 
a shank it is obvious that the 
width of the face A is ample, as 
all that is necessary is sufficient 
strength around the tool-hole 
D, which is provided for in the 
scjuare surface at A. In the 
case of large fixtures such as 

the inserted blade reamer for Fio. 298. — Plan of the Turret of the 
a conical hole shown at the Pond Rigid Turret Lathe. 

front of the turret in Fig. 297, the very wide face, provided with a 
groove across the (icntcr into which a rib on the tool base fits, and 
the two T-slots for the four bolts securing it to the turret, are 
manifestly very valuable in holding the tool stiff and rigid, and 
doubtless suggested the name of “rigid turret,” as there is every 
reason to assume such condition from the excellent design. 

The turret is semi-automatic in its movements, the rapid forward 
and return movement and its rotation being controlled by one 

lever. It is indexed by worm 
and worm-wheel, centered by 
taper tool-steel locking pin, and 
clamped automatically by wide 
clamp rings having bearing a on 
Fio. 299. — Elcyation of the Turret of its entire diameter, thus insuring 

both accuracy and rigidity. It 
is arranged with hand wheel for operation by hand if desired. 

Separate feed-screws are provided for turret and carriage, giving 
instantaneously six different feeds with same change-gears. Any 
feed available may be used on both the turret and cross carriages 
at the same time. 
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The spindle bearings are of very large diameter and the hole 
in the spindle is 4i inches in diameter, counterbored to 5 ^ inches 
in diameter, 18 inches in depth, so as to permit boring bars with 
both roughing and finishing cutters to be used; the roughing cutter 
being inside the spindle when the finishing cutter is at work. Head- 
stock has self-oihng bronze bearings and a two-step cone, providing 
for a very wide belt. 

A complete line of standard tools is furnished with these 
machines for boring, facing, and turning. The firm ha.s a depart- 
ment solely for this purpose, making a specialty of designing and 
furnishing box tools and dies for any work that can be handled on 
a turret lathe, and adapted to this machine and other machine, s 
of its class. 

It will be noticed by reference to Fig. 297 that the changes of 
speed in the head-stock are effected by a single lever; the changes 
of feed by three levers and two index arms giving a great variety 
of feeds and adapting the machine to work on all kinds of metals 
and all diameters and forms having a circular cross section. 

The general dimensions and capacities of tlie machine are as 
follows: swing over the V’s, 28 inches; over the cro.s.s-.sli(l(!, 24 i 
inches; hole in spindle, 4| and counterbored to 5^ inches for' a 
depth of 18 inches from the front of the spindle. Tins machine will 
take in a bar 4^ inches in diameter. The s|)indlc Ixiarings are: 
front bearing, 8x9 inches; rear bear ing, x (5 inches. All threads 
from I to 64 per inch can be cut. The spindle sjreeds are twenty in 
number, and from 1^ to 182 revolutions per minute in regirlar geo- 
metrical progression. The gearing ratios for the head-stock arc 
respectively to 1, 8| to 1, 22 to 1, and 57 to 1. 

The tool-holding holes in the turret are 3 inches in diameter. 
The distance from face of chuck to face of turret when at its ex- 
treme position is 5 feet 4 inches. The travel of the turret is 5 feet 
and its speed is 25 feet per minute. The cro.ss travel of the car- 
riage is 36 inches, which is very liberal. The turret tool-post on 
the carriage has four tool positions. 

The length of the machine over all is 15 feet 11 1 inclios, and its 
width 5 feet 3 inches. The machine complete weighs 12,500 pounds, 
a very liberal weight for a machine of the capacity of this one. 



CHAPTER XXI 


SPECIAL TURRET LATHES 

The R. K. Le IMoncl triple-geared turret lathe. General deKScription. The 
Si)ringfield Machine Tool Company’s 24-inch engine lathe with a turret 
on the bed. Its special features. Its general dimensions. Its design 
and capacity. Turret lathe for brass work built by the Dreses Machine 
Tool Comi)any. Its general description. Special features and con- 
struction. A combination turret lathe built by the R. K. Le IRond 
Machine Tool Company. A useful machine with many good features. 
A 15-inch swing brass forming lathe built by the Dreses Machine Tool 
Company. Its distinguishing features. Le Blond Machine Tool Com- 
pany’s plain turret lathe. Plainness and simplicity its strongest points. 
General dimensions. The Springfield Machine Tool Company’s hand 
turret lathe. A modification of their 18-inch swing engine lathe. The 
Pratt & Whitney monitor lathe or turret-head chucking lathe. Its gen- 
eral features and construction. 

The R. K. Le Blond Machine Tool Company build a line of 
well designed and substantial turret lathes, a representative of 
which is shown in Fig. 300, which is of a 31-inch swing, triple-geared 
machine with double back gears and a friction device, and is driven 
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from a triple-speeded friction countershaft, by means of which 
fifteen speeds may be had without changing a belt, thus adapting 
it to a great range of work requiring different speeds in order to 
do the work with the maxiinum degree of efficiency. 

Special attention has evidently been given to the design, so as 
to have it very strong and rigid in all parts which support the work- 
ing members so as to afford an ample protection against vibrations 
w'hen taking heavy cuts. The head-stock is unusually large and 
massive. 

It is back geared 55 to 1, so that it has enormous power for foi-in- 
ing and facing cuts. The turret has a double bearing on the slide, 
making it perfectly rigid. It is locked with their patented locking 
pin, having a bearing on both sides of the locking ring. All wear 
can be taken up between the turret and stem by means of a taper 
bushing. The carriage is very heavy, gibbed both back and front, 
and the rack pinion is supported on both sides of the rack. 

This lathe is especially fitted for box or forming tools, and will 
work a nest of roughing tools to good advantage. Changes of 
feed can be had instantly by the use of the lever shown on the bed; 
and, with half nuts in the apron, and any tapping work can be done 
with positive lead from the screw. A specially strong chuck is fur- 
nished having, in addition to the hardened jaws, a set of soft ones to 
be used for the second operation, so as to secure perfectly concentric 
work, which is frequently difficult, particularly when the limits of 
measurement and the exact running of the work are important 
conditions. 

It will be noticed that the feed gears are of broad face and well 
adapted to heavy work and that the lathe carries a very heavy and 
strong chuck, which is all-important when heavy cuts are to be 
made as weU as when the work itself consists of large and heavy 
pieces. It is particularly well adapted to machining forging up to 
the limits of its swing and of rough outline, which usually prove 
very trying to any lathe containing any inherent weakness of con- 
struction. 

As an example of the second class, the 24-inch swing engine 
lathe, built by the Springfield Machine Tool Company, is shown in 
Fig. 301. In this case it will be seen that the carriage remains on 
the lathe as usual and may be used in conjunction with the turret 
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which is pivoted to a slide, supported by a bed or saddle which rests 
upon the V’s and is fixed to the bed in the usual manner. 

While turrets thus applied to an engine lathe are usually 
equipped for hand feed only, there is a device furnished with them 
by some builders, by the use of which a power feed is provided. 
This is the case with the lathe here shown. 

The turret slide is supplied with variable power feed and auto- 
matic stop, which in no manner interferes with the usual engine 
lathe feeds and screw-cutting mechanism, each being entirely inde- 
pendent of the other, and can be used separately or collectively 
as the work demands. Therefore, should conditions exist where 
the same lathe is to be used for turning work between centers as 
well as when held in chuck or face-plate, the tail-stock can be fur- 



nished with which the turret interchanges, and either a regular 
complete engine lathe is at hand or a modern turret lathe. 

The turrets are all furnished with power feed, but are made to 
revolve automatically or by hand to suit the user. 

The details are constructed with great care. The index ring is 
of large diameter and made of tool steel. The locking plunger is 
also made of tool steel slides between large bearings, with provision 
for adjustment to take up wear. 

All the parts pertaining to the automatic revolving mechanism 
of turret are also made of tool steel and hardened. 

Feeds are engaged and disengaged by levers conveniently placed 
in front of the pilot wheel. 
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Although these turrets are of massive proportions, and possess 
rigidity to an unusual degree, they are very conveniently handled, 
an important factor towards the ends sought. 

Some of the dimensions of these turrets are as follows: width 
across flats, 12^ inches; diameter of holes for holding tools, 2^ inches; 
length of the top slide upon which the turret is pivoted, 46 inches; 
width of the bearing surface, 11 inches; length of bottom slide, or 
saddle, 30 inches; width of bottom slide, 11 inches; extreme dis- 
tance between lathe spindle and turret face on a lathe with a 10-foot 
bed, 42 inches; weight of turret, 1,200 pounds. 

These figures will give a good idea of the substantial design of 
this device, w’hich w-as evidently intended for heavy work and hard 
usage. It is very important that all parts of a turret, of whatever 
kind of type and for whatever purpose, should be strong, rigid, and 
well fitted. If not of suflficient weight to give it the ncccssaiy 
strength it will fail when put to the actual test of hard woil<. If 
not of sufficient rigidity the tools will "chatter” and cither seriously 
mar or spoil the work. If all the parts are not well fitted the tools 
will not “line up” with the head-stock spindle, and as a consequence 
true work cannot be done in the machine. It may be stated as a 
practical fact that in turrets built by the best manufacturers it is not 
usual to find the entire six holes lining up perfectly with the head- 
stock spindle. While the present machines of this type are far 
ahead of those built a few years ago, in these lespccts, the prac- 
tical shop man will be fairly well satisfied with a turret if he finds 
but two of the holes '^dead true,” two more near enough true for 
the usual class of work, and the remaining two considerably out of 
true. And this will generally be the case even though the “finish 
boring” of these holes is done with a tool carried by the head-stock 
spindle in the lathe that the turret is fitted up for. To the young 
machinist this may seem strange, but it is nevertheless true, and 

true of probably a large majority of turret machines of the present 
day. 

A very complete turret lathe for working brass and other similar 
metals is built by the Dreses Machine Tool Company. It is shown 
in Fig. 302, and is known as a 15-inch friction back geared brass 
tin-ret lathe, and is provided with a special chuck, cutting-off slide 
and a slide-rest. 




SPECIAL TURRET LATHES 


395 


The bed is of the box pattern with a dovetail top, which pro- 
vides the best means for keeping alignment and for quick and firm 
gripping of the turret and cut-off rest. It is supported on the 
three-point principle to avoid spiinging and getting out of align- 
ment through careless setting uj) or settling of floors and foun- 
rlations. The top is provided with holes for the oil and chips to 
drop through. 

The head-sto(dv on the smaller machines is cast in one piece with 
the bed. In this machine it is attached to the bed by gibs and 
bolts. The housings are provided for either j)hosphor bronze or 
babbitt metal bearings. 



The friction clutch back gear is of a new design, very simple in 
operation and positive in action. The wear is taken up by a screw 
driver from the outside, without even removing the cover. 

The spindle is of special hammered crucible steel. The bear- 
ings are ground and run in phosphor bronze boxes with special 
means for oiling and taking up the wear. 

The turret revolves automatically on a ground steel stem with 
special device for taking up the wear. It is provided with a set- 
over device. The top slide can be operated either by the crank 
and screw shown at the rear end, or by the capstan levers in the 
usual manner. One of the capstan handles is provided with a short 
handle at right angles with it for convenience in quick operations. 
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The entire capstan wheel may be removed and a crank substituted 
when quick operations are constantly required. 

The longitudinal and crossTeed stop screws are located in easily 
accessible places. The base slide is clamped to the bed by a single 
handle and the operation of clamping is by a single motion. 

The turret locking bolt withdraws by the return stroke of the 
top slide, so that the operator needs only to revolve the turret. 
This is equally effective as a full automatic turret, but less costly 
and complicated. 

The index ring and key are of hardened steel and ground. The 
square locking bolt is provided with an adjustable taper gib, and 
a coil spring for actuating it. 

The cutting-off slide is extra heavy and is provided with an 
independent stop for both front and rear tools. It has both a screw 
and crank wheel feed and a lever feed, either of which may be used 
as occasion may require. 

The slide-rest is of much better design and construction than 
is common in similar work and is a very useful addition to the lathe, 
increasing its capacity in handling work of complicated nature, 
as by its use another series of cuts may be made without removing 
the work from the chuck. 

The special chuck is so arranged that the work may be gripped 
or released while the machine is running, thus avoiding the neces- 
sity of stopping to feed the bar in every time a piece of work is cut 
from the bar. 

The feed is a positive geared device that should do the work 
well and efficiently. 

Taken altogether the lathe is well designed and has been pro- 
vided with many very useful devices that no doubt prove con- 
venient and effective in practical work. The special forming slide 
located next to the turret may, of course, be located at any point 
in relation to the usual cutting-off slide or the slide-rest that may 
be desired in order to properly perform the work in hand. Either 
of these adjuncts may be removed when not required for the piece 
to be machined, or all may be used upon a long or complicated job 
when needed. 

A combination turret lathe built by the R. K. Le Blond Machine 
Tool Company is shown in Fig. 303. The head-stock and its appen- 
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dages are the same as those shown in Fig. 300, and the bed and 
cabinets supporting it are the same. The turret and carriage 
arrangements, however, are quite different and adapted to a much 
larger range of work. 

The carriage is fitted with a turret tool-post which will carry 
four tools under the massive top plate shown, and which are securely 
fastened by the set-screws through it, thus materially increasing its 
capacity for different cuts on the same piece of work. A binding 
lever on its top secures the tool clamp in any desired position. 



Fig. 303. — Combination Turret Lathe, built by the R. K. Le Blond 
Machine Tool Company. 

The turret is very heavy and well supported by the turret slide, 
.upon which it is pivoted, and a long base slide or saddle. It is run 
forward and back by a capstan or pilot wheel with long levers giving 
ample hand power. 

The turret can be connected with the carriage so as to be used 
for thread cutting and for tapping, as it thus connects positively 
with the lead screw by way of the apron. This feature is valuable 
in many respects. 

In addition to the above convenience it has its own automatic 
feed, which has an unusually long run. As the turret has six large 
flat faces, each tapped with four holes in addition to the central hole 
for holding tools, it is well adapted for carrying large box tools, 
facing tools, or farming tools for special work. 

The turret has the usual stops for regulating the length of the 
cuts, and a heavy binding nut lever for holding it firmly in any 
desired position. 
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It is altogether an exceedingly useful machine, combining many 
practical features, great weight, strength and rigidity, and conse- 
quently capable of performing very heavy work. 

The turret-forming lathe is a machine that is very useful on a 
variety of work in which complicated outlines occur in a piece of 
circular cross section, and in which a large number of pieces of 
exactly the same design and contour are required. In handling 
brass work of this variety, what is known as the forming slide, verti- 



Fig. 304. — 15-inch Forming Turret Lathe with Automatic Chuck, built by 
the Droses Machine Tool Company. 


cal forming rest, etc., is found very useful, doing the work upon 
soft metals that the very heavy rest with its horizontal forming 
tools do for the harder metals, as iron and steel. 

In Fig. 304 is shown a 15-inch swing brass forming lathe, with 
automatic chuck. It is built by the Dreses Machine Tool Company. 

The distinguishing feature of the machine is the forming slide, 
which consists of a base securely clamped to the bed and support- 
ing a horizontal slide fitted in a dovetail and moved by a feed or 
adjusting screw. Upon the top of this slide is secured an upright 
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having formed upon it a dovetail, and bei|i^ adapted to s;v<^iviSl;- 
within a small arc. Upon the dovetail on ,'t!usl upright ted 
another slide which is moved by means of a ra:rit*,-^)fnim 
lever. This latter carries the forming tool-hdldex,. wliich is also 
cajiable of lieing tilted slightly and properly clamped when it is 
adjusted to the right position. 

In front of the slide to which the upright is attachcid is placed 
an auxiliary small slide, provided with a tool-i)ost and operated 
by the handle shown at the left. This slide is for use in cutting- 
off and for other final operations. 

For the purpose of adjusting the forming tool to the chucked 
casting which is to be machined, the entire mechanism can be 
moved longitudinally on the bed by means of the rack and pinion. 

A tightening clamp is provided by which the forming rest may be 
clamjied or released instantly. 

An automatic chuck is provided in which work may be gripped 
and released without stopping the machine. This is very con- 
venient wlien bar stock is used. 

While the machine, as sliown, is without back gears, the rnanu- 
fa(*-turers build them with this additional means of increasing the 
power when sucli is reciuired. 

The countershaft is of the double friction type, whereby six- 
spindle speeds are obtained. 

The plan of adding the forming slide feature to the turret lathe 
is of much interest in manufacture, since it increases very much the 
range of the work for which the macdiine may be used, and with 
this forming slide so designed as to make it comi)ound in its action, 
and including also the cutting-off tool-post, its usefulness is still 
further increascul, making the machine as a whole a valuable one 
on all liglit macdiine operations for any work within its range and 
(*apacity. 

One of the idainest types of turret lathes is built l)y the R. K. 
Le Rlond Machine Tool Company and is shown in Fig. 305. Its 
plainness and simplicity are its strongest points. While its initial 
cost is reduced to a minimum, its capacity for handling a variety of 
different kinds of work is not correspondingly lessened, as it is well 
adapted to the lighter kinds of steel work, to cast iron of consider- 
able dimensions, and to work of brass and other softer metals. Not- 
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withstanding the fact that this limits its range of work somewhat, 
it is a machine of much practical usefulness as a great variety of 
light manufacturing comes well within its range, and it can be done 
as well and as rapidly as on a much more complicated and expen- 
sive machine. 

The head-stock is long and heavy, supporting boxes for the 
spindle journals of ample dimensions. The spindle is hollow and 
of large size so that bar stock may be worked up. The end thrust 
is taken by ball bearings which minimize friction. The driving- 
cone has four steps and is adapted for an extra wide belt. The 
countershaft is of the double friction type, thus giving eight speeds. 




Fig. 305. — 16-inch Plain Turret Lathe, built by the R. K. Le Blond 

Machine Tool Company. 

The turret is very simple, having as few parts as possible in their 
construction. The turret proper revolves automatically, and when 
the top slide is flush with the bottom it can be revolved freely by 
hand and any desired tool brought quickly into position for work. 
The indexing ring is of large diame.ter and made of tool steel, 
hardened and ground, as is also the locking plunger, which auto- 
matically adjusts itself for wear. The wear between the turret and 
the stem upon which it is pivoted is taken up by an adjustable taper 
bushing. 


I 
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The top slide is square gibbed and adjusted by a taper gib. The 
turret base is securely clamped in any position on the bed by 
two eccentric clamps operated by a wrench from the front of the 
turret. 

The power feed is driven by a belt upon the four-step feed cones. 
It is positive in its action as a belt feed can be, and is engaged by 
a lever at the front of the turret and can be tripped to a line in any 
position by an adjustable stop. 

The lathe shown is of 16-inch swing and has a circular turret 
8| inches in diameter. It is drilled with six holes li inches in 
diameter. The automatic feed is 9 inches. It has a deep and strong 
bed and is in its design a very substantial machine. 



As an example of the simplest form of a turret lathe w'th a hand 
turret mounted upon the carriage, the one shown in Fig. 306 is 
given. It is an 18-inch swing engine lathe built by the Spring- 
field Machine Tool Company, and in this particular case a special 
carriage is shown, although it is very little different from the reg- 
ular carriage upon which the turret may be as readily mounted. 

In this case no cutting-off slide is provided, although one may 
be readily attached by fitting it to the V’s and gibbing it to the 
bed in the same manner as the carriage is held to the bed. 
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Some of the special features and dimensions of this turret lathe 
are as follows, the information for the same being derived direct 
from the manufacturers. 

This lathe is a modification of the standard 18-inch engine lathe, 
to serve the purpose of a heavy turret lathe, a type which is becom- 
ing deservedly popular with the manufacturers of machinery. 
With the exception of the turret on the carriage and the turret slide, 
the regular design of the engine lathe has been maintained. 

The carriage is very heavy, gibbed to the outside of the bed, both 
front and back, and is fitted with a turret slide of unusual proporr- 
tions — 10 inches in width and 16 inches in length, upon which the 
turret proper revolves. 

The turret is hexagonal in form and lOi inches in width across 
the flats. The holes in the same may be as large as 2 inches in 
diameter, and the construction is such that a bar may be passed 
entirely through the turret. The advantages of this arrangement 
are too numerous and well understood to require any further ex- 
planation. The index pin and clamping lever are on the right side 
of the turret, and, although entirely out of the way, very convenient 
for manipulation. 

The lathe is provided with power cross feed, as well as longi- 
tudinal feed and screw-cutting apparatus, and may be equipped 
with taper attachment if desired, and hence can perform on chuck 
or face plate work all the functions usually done with the regular 
engine lathe, with the advantage of greatly increased production 
within the same period of time. As a further convenience a taper 
attachment is added. 

This taper attachment is designed with a view to strength and 
stability, and is attached to the rear of the carriage. It will turn 
tapers up to 4 inches to the foot. 

: Such a lathe is an exceedingly useful machine on a great variety 
of jobs continually occurring in the machine shop, particularly 
those of which there is a small quantity only to be made. Many of 
these jobs may have a portion of the work advantageously done 
on this lathe, and the balance on an engine lathe, both working in 
conjunction with more efficiency than either would alone. 

In Fig. 307 is shown an example of what has been spoken of as 
a “monitor” lathe or turret head chucking lathe, although it is 
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used for many k'nds of work beside chucking single pieces. It is 
of 10-inch swing and built by the Ihatt & Whitney Company. 

These machines are used for drilling, boring, and reaming holes 
at a much faster rate and with more uniformity than similar work 
can be done on lathes formerly used for the purpose. They are 
also largely used to finish parts of machinery, cast or forged pieces 
of irregular outline and circular cross section, when fitted with 
the necessary tools. 



They have the same construction as the revolving head screw 
machines above the bed, but are not usually furnished with the 
wire feed apparatus for feeding wire or rods through the chuck 
automatically, or provided with an oil tank, dripping device, etc., 
as the work usually done upon them does not require the use of oil 
in cutting. When oil is required these accessories may be readily 
attached. 

The heads have provision for vertical and horizontal adjust- 
ment of the spindle in case its alignment with the turret holes is 
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lost by woar. The spindles are made of hard, crucible steel, nritl 
are provided with cylindrical boxes lined with genuine babbitt 
metal. 

The larger sizes of these machines are built with back gears, 
which render them capable of doing much heavier work tlxan the 
machine shown in the engraving. 

With this machine, with its quick acting and convenient hand 
lever for operating the turret, a very large amount of work can be 
turned out in a day; in fact, considering the cost of the machine, it 
is, for all work within its capacity, frequently more efficient than 
the larger sizes and more elaborate designs of this machine and 
others of the same general type. 

The lever by which the turret slide is operated also automatically 
effects the revolution of the turret at the end of the return stroki^ 
and the begiiming of the next forward movement. 

There is a cutting-off slide carr3dng two tool-posts, so that a 
front and back tool may be used. One of these may be a cutting- 
off tool and the other a forming tool, if such a tool is needed. Thus 
it is adapted to turning to size, or several sizes; threading with a 
die in one of the tool-holding holes in the turret; drilling, reaming, 
etc., by the turret; and forming and cutting off by the cut-off slide, 
making it exceedingly useful considering its simplicity and economy. 


CHAPTER XXII 


ELECTRICALLY DRIVEN LATHES 

System of electric drives. Principal advantages of driving lathes by elec- 
tricity. Group drive versus individual motor system. Individual 
motor drives preferable for medium and large sized lathes. The Heed 
16-inch swing motor-driven lathe. The Lodge & Shipley 24-inch swing 
motor-driven lathe. The Prentice Brothers Company's motor-driven 
lathes. General description. Crocker-Wheeler motors. Renold silent 
chain. The Hendey-Norton lathe with elevated electric motor drive. 
Special features. A 50-inch swing lathe with electric motor drive de- 
signed by the Author. Detailed description Practical usefulness. 
Not strikingly original, but successful. 

One of the more important developments of the modern ma- 
chine shop tools is the electric drive, with which many of them are 
equipped. While the system of driving by electric motors has 
many phases, and all of them most interesting problems, this chapter 
will be more particularly concerned with the question of individual 
motors for the machines, leaving out the question of driving a 
group of machines from a ^^jack shaft operated by a single motor, 
and the plan of driving line shafts in the same manner. 

There are many advantages in driving machines, particularly 
lathes, with individual motors; among them being: 

First, the power, and in case of variable speed motors the speed 
is directly under the control of the operator; 

Second, there is economy in the use of power, as none is used to 
drive ^'jack shafts” or countershafts; 

Third, there is also economy in the use of power as none is con- 
sumed except when the lathe is in actual operation; and 

Fourth, the wear and tear of belting is either reduced to a mini- 
mum or eliminated altogether. 

While it may be still an open question whether the group 
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drive” system or the individual motor system is the better, par- 
ticularly for small lathes, there seems to be no doubt of the indi- 
vidual motor system for medium and large lathes, say from 
24-inch swing upwards. 

In this chapter, therefore, it is proposed to describe and illus- 
trate the modern individual motor system as applied to lathes 
made by the American up-to-date builder of lathes, and in doing 



this to show those put on the market by the more representative 
concerns engaged in this business. 

In Fig. 308 is shown a 16-inch swing Reed motor-driven lathe. 
The motor is one-horse power, direct connected, with variable speed. 
The motor and its controller are built by the General Electric Com- 
pany. The motor has a speed of from 500 to 1500 revolutions per 
minute. 

As shown in the engraving the motor is geared directly to the 
main spindle by suitable gearing so that no belt is required. This 
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method seems preferable to the plan of using a short belt. The 
noise of fast running gears, in a device of this kind, may be avoided 
by introducing a rawhide intermediate gear next to the small steel 
pinion on the motor shaft, by which means the gears will run com- 
paratively quiet even at a very high rate of speed of the motor 
shaft. 

The Lodge & Shipley 24-inch swing motor-driven engine lathe 
is shown in Fig. 309. This design uses a short belt in driving from 



Fig. 309. — 24-itich Swing Lodge <fe Shipley Motor-Driven Lathe. 


a small two-step cone on the motor shaft to the spindle cone. The 
motor is of the variable speed type with a speed variation of two to 
one. 

The motor is mounted on an overhead bracket directly above 
the head-stock, pivoted at the rear to two heavy standards bolted 
on to the back of the bed, and is connected to the driving pulle^ by 
a short, wide belt, in which sufficient tension for driving is obtained 
by means of the adjusting screw with a hand wheel at the ftont of 
the head-stock. '■ 




408 


MODERN LATHE PRACTICE 


When this system is used the cone pulley has two steps, and 
two sets of back gears are provided, so that the combination affords 
a total of six speed changes, two with the lathe out of gear and two 
with each of the back gears in. By varying the speed of the 
motor, either through the introduction of field resistance or by 
use of one of the multiple voltage systems, intermediate 
speeds in each range are obtained, the number of which depends 
only on the number of points in the controller. With a 20-point 
controller, 120 distinct spindle speeds are thus afforded. 

This company also equip their lathes with constant speed 
motors, for which purpose they mount the motor at the rear of tlu^ 
head-stock near the floor. From a small pulley on the motor shaft 
a belt rims up to a large pulley on a countershaft located directly 
in the rear of the head-stock. This countershaft carries the usual 
speed cone, from which a short belt connects with the spindle cone in 
the usual manner. The countershaft speed is from 125 to 200 revo- 
lutions per minute. 

In buying a motor-driven lathe, the purchaser has usually to 
decide between a direct-connected and a belt-connected lathe, and 
between a constant speed and a variable speed motor. The use 
of a constant speed motor direct geared to the lathe is practically 
prohibited, on account of the mass of gearing necessary to secure 
sufficient speed changes. 

This may be obviated by using the countershaft as above 
arranged, although it is well known that short belts are objection- 
able on account of the high tension that must be maintained to 
render them capable of transmitting the required power to properly 
operate the lathe. 

The Prentice Brothers Company equip their 14, 16, 18, 20, and 
22-inch swing engine lathes with a motor drive device which is 
shown in Fig 310. 

In this case the motor is under the bed and close to the head 
cabinet. Eight changes of spindle speed are provided for by means 
of a series of gearing located, in the head-stock of the lathe. All 
of these speeds are available without’ stopping the lathe. The 
gearing is so arranged that it is impossible for the operator to inter- 
lock any conflicting ratios of gearing. This is an advantage that 
is greatly appreciated, as it removes all possible danger of break- 
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age to the gearing or the clutches in the driving mechanism of the | 

machine. I 

A mechanical reverse is provided and may be operated from i 

the carriage of the lathe so that the operator can start, stop, and j 

reverse the direction of the spindle without stopping the motor. j 

This is a groat saving of power over the method commonly used, i 

that is, reversing the motor, stopping and starting the motor when ! 

stopping, starting, and reversing the lathe. 

For operating this lathe the manufacturers recommend a con- 
stant speed motor with either direct or alternating current although 
a direci^current motor, with a variation allowing an increase of 



50 per cent in the speed, can be used to some advantage and would 
divide the steps of the mechanical speed variation into five or six 
additional changes, giving 40 or 48 changes of speed in all. 

In general practice, however, this great number of speeds is 
not needed. The advantages of using a constant speed motor are 
numerous beyond the matter of efficiency, as in most cases variable 
speed motors are of a special nature and it is much more difficult 
to secure repair parts than it is with the constant speed motor, as 
one can usually have the parts needed shipped directly from stock 
and without any delays. 

Another consideration should be noted. The wear upon the 
variable speed reversing controller is considerable when we take 
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into eonsideration the nuinber of times that the lathe is stoppod, 
started, and reversed each day 

The greatest advantage is that the induction motor is without 
commutator troubles, which is the main cause of diffieultics with all 
direct-current motors. 

A lathe capable of doing at one setting the operations that would 
require eight or more settings of an ordinary engine lathe is the 
24-inch semi-automatic turret lathe, manufactured by the American 
Turret Lathe Company and shown in Fig. 311 as a good examph^ 
of this class of machines so driven. 



Being intended for heavier work than is usually imposed upon a 
turret lathe, it has a massive bed construction, a large turret, and is 
designed to swing 27 inches for a distance of 12 inches from the 
chuck. 

Twelve rates of feed and feed reverse and eight speeds of the 
spindle are possible with each speed of the motor. The gear com- 
binations for all these are protected and may be operated to effect 
a change in speed while the machine is running. The levers for 
the various gear clutches are shown under the head. The turret 
has umversal facing heads and provides for thirteen tools, though 
seldom more than five are used at a time. 
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There is an. auxiliary turret which will accommodate four tools 
and has power cross feed on one side of the turret. The latter has 
power traverse in either direction by a separate motor, and a slower 
travel through the feeding mechanism driven from the spindle. 
Rotating, indexing, and clamping of the turret head are all auto- 
matic, and an independent "knockout” or feed stop serves each 
face. 

The spindle is driven through a Renold silent chain by a ten 
horse-power Crocker- Wheeler semi-enclosed motor mounted above 
the head-stock. An M. 12 controller in the current supply allows 
the motor twelve speeds, ranging from 876 to 130 revolutions per 
minute. 

With the combination of electrical and mechanical means the 
highest and lowest possible chuck speeds are 90 and 1 1-5 revolu- 
tions per minute, respectively. For the operation of the turret a 
three horse-power Crocker- Wheeler fully enclosed motor is used. 
This runs continuously at a constant speed of 1,000 revolutions per 
minute on a two-wire supply, and drives a steep-pitch lead screw 
through bevel gearing. A longitudinal shifting of the driven shaft 
clutches one or the other of the two bevel gears, producing direct 
or reverse rotation, or in the central position releases both. 

The Hendey-Norton arrangement of an elevated electric motqr 
operating a countershaft is shown in Fig. 312. 

The electric-motor drive, as illustrated, gives all the advantages 
to be had from regular countershaft drive. It will be noticed that 
the motor is of the back geared type. Carried on the end of the 
commutator shaft are two rawhide pinions of different diameters, 
driving two large gears on the countershaft of the motor, the gear- 
ing being properly proportioned to give the required driving 
speeds to the countershaft. 

These large gears run smoothly on the shaft. Their inner for- 
mation is that of the friction clutch pulleys used on their shapers, 
and (‘.arried between them, keyed to but sliding on the shaft, is a 
friction clutch, which is thrown into connection with either gear as 
desired, being operated by the depending shipper and handle ex- 
tended back and supported in a ring at the end of the lathe, as 
shown. 

The clutch is also fitted with the usual locking spring and point. 
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We thus have two speeds for the countershaft, affording the sixteen 
changes for the lathe spindle. These are accomplished with the 
motor running at constant speed, thus maintaining its maximum 
efficiency at all times. 

The reversing device for the carriage is operated at the side of 
the apron, which allows the spindle to run in the one direction, and 
dispenses with the necessity of wiring the motor for backward drive, 
an item of expense and complication which is avoided. 



Fig. 312. — Hendey-Norton Motor-Driven Lathe. 


The standard carrying the motor is rigidly bolted to the lathe 
bed, and, being strongly webbed, is free from any disturbing vibra- 
tion. The motor is directly attached to a hinged plate on the top of 
the standard. 

At the front end of the plate there is carried a short-throw cam 
which allows the plate a slight drop and consequent loosening of the 
belt when it is desired to shift from one step of the cone to another. 
The cam rides upon adjustable posts which afford a means of taking 
up any slight stretch occurring in the belt. The motor back gear 
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Hlmft is supported at pulley end with an out-board bearing, which 
pixivents any springing of the shaft when the belt is used on the 
Hinaller steps of the cone. 

The workmanship on the electric motors and their connections, 
like the work on the lathes and other product of this company, is 
first class, and the entire outfit is a good example of mechanical 
work, although it cannot be said that the design of the device, with 
its heavy looking bracket supporting the countershaft and motor, is 
altogether pleasing to the eye. It has rather a top-heavy appear- 
ance. 

The following illustration, in which Fig. 313 is a front elevation 



Fig. 313. — Front Elevation — Electric Drive for 
50-inch Lathe, designed by the Author. 


and Fig. 314 an end elevation and partial section, is of an electric 
drive (lesigned by the author for a 50-mch swing lathe. 

The advantages of having a machine tool, particularly a large 
one, driven by its own individual electric motor are many, however 
the electric drive may be arranged. They are greater if the ma- 
chine was originally designed to be so driven, and particularly with 
a variable speed motor. But it sometimes happens that we are 
calle<l upon to arrange an electric drive to a machine already built 
and perhaps in use in the shop. We may also be required to drive 
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it with a constant speed motor, and must therefore make proper 
provisions for speed changes. 

Under these conditions a large lathe had to be arranged for 
parties who insisted that the cone pulley in the head-stock should 
be replaced by a series of gears of varying diameters and so arrangcnl 
as to engage any one of a second series of gears located on a 
supplementary shaft in front of them, the gears being placed at 
unequal intervals, the smallest somewhat greater than the width 
of their faces from each other. The lathe was so arranged and 
successfully used, yet the necessary complication of the shifting 



Fig. 314. ■ — End Elevation of 50-incli Lathe 
with Electric Drive designed by the Author. 


apparatus, and the difficulty of readily bringing the proper gear 
into engagement with its fellow by sliding the gear lon^tudinally, 
rendered the device somewhat clumsy and inconvenient, and was 
the cause of some bad language on the part of the man who ran it. 

The next occasion on which a similar problem arose the customer 
was not insistent upon any partiular plan, only he “didn’t want it 
like the other one.” The motor to be used was of constant speed 
and the following device was adapted in attaching it to the lathe, 

as shown by the front elevation in Fig. 313, and the end elevation 
in Pig. 314. 
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The countershaft cone A is mounted on a shaft journaled in the 
brackets B, B, attached to the head-stock, as shown. At the rear 
end of this shaft is fixed a gray-iron gear C. The motor D is sup- 
ported upon a bracket E attached to the lathe bed and carries on 
the end of its shaft the steel pinion F. Between the pinion F and 
the gear 0, and journaled on the bracket G attached to the head- 
stock, is a rawhide gear H engaging both of them. This is intro- 
duced to avoid the noise which would otherwise be caused by the 
fast-running pinion F on the motor shaft. The gear H is con- 
structed with a gray-iron flange on each side, one flange having 
formed upon it a hub passing through the rawhide blank and the 
opposite flange, and the whole firmly secured together by six flush- 
headed screws, the object of this construction being to furnish a 
good bearing on the stud upon which it runs and also to furnish 
proper support for the ends of the teeth. 

Upon the bosses of the brackets B, B, are formed projecting 
sleeves upon which are journaled the arms J, J, in the upper ends 
of which is journaled the belt-tightening roller K, which is com- 
posed of a piece of 5-inch extra thick wrought iron pipe, provided 
with gray-iron heads through which its shaft passes. Through the 
two end portions of the head-stock, holes are drilled in which is 
journaled the rock shaft L, upon which are fixed the two levers M, 
M, the upper ends of which are connected to the arms J, J, by the 
connecting rods N, N. Upon the front end of the rock-shaft L is 
fixed the worm segment P, which engages the worm Q, the shaft R 
of which is journaled in the bracket S fixed to the front of the head- 
stock, as shown in Fig. 314. Upon the outer end of the shaft R is 
fixed the crank T for operating the belt-tightening device. 

The belt V is cemented instead of being laced, to facilitate its 
smooth running. By a backward turn of the crank T the belt V is 
rendered slack enough to be changed from one step of the cone to 
the other, and a forward turn of the crank tightens it as much as 
may be necessary to drive the lathe. 

In practice it was found that the operator preferred to use the 
crank for stopping and starting the lathe to examine and caliper 
his work rather than to use the electric switch or the rheostat, claim- 
ing that it was more convenient to allow the motor to continue to 
run and start the lathe gradually by tightening the belt slowly for 
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that purpose, and we must admit that the operator of a niacdiinc, 
in his daily experience, frequently finds convenient ways to 
things'' that the designer or the foreman may entirely overlook. 

TtTiile the device here shown is simple, and no claim m niadc^ 
of anything strikingly new or original, it has succeeded admi- 
rably and given good satisfaction to the proprietors as well as to 
the employees of the shop where it is in use, and will be found an 
economical, convenient, and efficient method of applying the elec- 
tric drive to existing lathes. 
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Adjustable conical front bearing, 115. 
straight-edge for lathe testing, 
243. 

Alignment of centers, testing for, 241. 
Allowable limits in lathe testing, 251. 
American Tool Works Company’s 20- 
inch engine lathe, 316. 

Tool Works Company’s 42-inch 
triple-geared lathe, 331. 
American Turret Lathe Company’s 
turret lathe, 410. 

Watch Tool tail-stock, 139. 
Angles for tools, 216, 218. 

Angular work, turning, 359. 
Anti-friction metals, 114. 

Aprons, 143, 145. 

Pratt and Whitney, 291. 

Arbors, hardened, 266. 
making of, 266. 
or mandrels, 265. 
press, Oreenard’s, 267. 
taper, 266. 
use of, 267. 

Armstrong tool-holders, 221. 

Asiatic wood turner, 24. 

Attaching shaft straighteners, 167. 
Attachments, classification of, 52. 
for backing off cutters, 185. 
for bench lathe, 365. 
for grinding, 189. 
for lathes, 176. 

for thread cutting, the Rivett- 
Dock, 192. 

for turning concave and convex 
rolls, 181. 

for turning concave surfaces, 183. 
for turning convex surfaces, 184. 
Author’s design of 21-inch engine lathe, 
296, 


Author’s design of fiddle-bow lathe, 26. 
reversing gear device, 298. 
21-inch lathe, 76. 

50-inch lathe, electric drive, 413. 

Back gear data, 124. 
gear ratios, 124. 
geared lathes, 57. 
geared lathes, essentials of, 58. 
gearing, calculations for, 122. 
gearing, faulty design of, 125, 127. 
gearing, homely proportions for, 
133. 

gearing of head-stocks, 120. 
gearing of head-stocks, operations 
of, 122. 
rests, 164. 

Backing-off attachment, 185. 
Balance-wheel, development of, in 
lathes, 28. 

Wheel, early used on lathes, 27. 
Ball thrust bearing, 112. 
turning, 179. 
turning attachment, 180. 

Bancroft & Seller’s change gear device, 
59, 194. 

Bed for lathes, 69, 77. 

for lathes, depressed inside Vs, 79. 
Belt friction in lathe heads, 346. 

horse-power transmitted by, 236. 
in lathes, 132. 

strain on bearings, avoiding, 344. 
Bench lathe tail-stock, 139. 

Blaisdell carriage, apron, and com- 
pound rest, 146. 

18-inch engine lathe, 295. 
tail-stock, 138. 

Boring bars, 281. 

bars for a long hole, 282, 
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Boring bars, hollow, 284. 

large cylinders, the Author ^s 
device, 276. 

work on the lathe, 274. 

Box form of lathe bed, 80, 

Boxes for spindle, Reed form, 288. 

Box housings, 113, 

Boycott, first in this country, 15. 
Braces for beds, 81. 

Bradford 16-inch engine lathe, 314. 
42-inch triple-geared lathe, 327. 
rapid change gear device, 203. 
taper attachment, 155. 

Brass lathe. Fox, 56. 

Bridgford tail-stock, 141. 

Cabinet and cupboard, 90. 
for lathe beds, 59. 
for supporting lathe beds, 87. 
future use of, 92. 

Calculating amount of taper, 270. 

back gearing, 122. 

Calculations for change-gears, 277. 

Cam cutting on the lathe, 285. 
Capillary attraction in lubrication, 118. 
Carriages for lathes, 143. 
form of, 84. 

Carver, Mass., Iron Foundry in, 1735, 
18. 

Cast iron bed, early form of, 86. 

boxes for spindle bearings, 288. 
Castings, iron, early history of in New 
England, 17. 

Center grinder, Hisey-Wolf, 190. 
reaming, 256. 
rests, 164. 

Centering lathe works, 256. 

machine, 256. 

Chain lathe, the old, 77. 

Change gear devices, 59. 

gear devices. Author’s book on, 
197. 

gear devices, classification of, 195. 
gears, how listed, 52. 

Change gear mechanisms, 194. 
Change-gears, use of in thread cutting, 
278. 

Champion tool-holders, 222. 

Changing speed of lathe spindles, 120. 


Chucking and centering works, 263. 

lathes, 54 . 

Chuck work, 258. 

Cincinnati Electric Tool Company's 
tool post grinder, 189. 

Circular saw attachment for foot lathe, 
32. 

Clamping work to the faco-plato, 269. 
Classification of change gear devices, 
195. 

of lathes, 52. 

Classification of lathe attachments, 
52. 

of lathes, English, 22. 
of turret lathes, 371. 

Clearance of tools, 218. 

Clutch, friction for foot-power ma- 
chines, 33. 

Compound chango-geiirs, 279. 
rests, 143, 145. 

rests for concavir\g and convex- 
ing attachment, 179. 
rests, New Haven, 147. 

Concave surfaces, attachment for turn- 
ing, 183. 

Conditions of materials to be turned, 
216. 

Cone diameters, 133. 

pulley turning rest, 164, 
speeds, 125. 
steps, form of, 1()<S. 

Conical front bearing, 115. 

Convex and concave rolls, turning of, 
181. 

and concave surfaces, attachment, 
for turning, 184. 

and concave surfaces, machining, 

176. 

Countershafts, 170. 
friction, 170. 
geared, 170, 174. 
two-speed, 170. 
variable speed, 170, 173. 
Countershaft boxes, self-oiling, 172. 
speed, 225. 

used with foot lathe, 33. 
Crank-shafts, turning of, 271. 

Criticisms of modern lathes, 148, 
Cross-ties for beds, 81. 
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Crowning device for pulley turning, 
360. 

Cushman chuck, 261. 

Cut-meter, Warner's, 227. 

Cutting speeds for high-speed steel 
tools, 230, 232. 
threads, 277. 

Cylindrical cutters for boring bars, 283. 

Data, making record of, 237. 

Davis 18-inch engine lathe, 324. 
tail-stock, 139. 

Day's work of the early mechanics, 29. 
Definitions of turning, 22. 

Design of lathe head-stocks, 346. 

of lathe tools, 217. 

Designing a lathe head-stock, 133. 
lathe carriages, 143. 
lathe spindles, 102. 

Development of the balance-wheel 
idea, 28. 

of manufactures, 20. 

Devices for machinery concave and 
convex surfaces, 176. 

Diameters of lathe cones, 133. 
Difficulties of lathe design, 70. 
Distortion of work, 269. 
Double-spindle lathe, McCabe’s, 358. 

threads, cutting of, 281. 

Dreses forming turret lathe, 398. 

turret lathe for brass, 395. 

Drilling speeds, 227. 

work on the lathe, 274. 

Drivers for lathes, 258. 

mechanism of a triple-geared 
lathe, 123. 

Driving feeding mechanism, 134. 
lathe work, 257. 
the lead screw, 135. 

Dynamometers and the transmission 
of power, 237. 

Earliest form of lathe, 23. 

Early development of machine tools, 

20 . 

history of the lathe, 21. 
lathe rests, 25. 

New England factories, 16. 
manufacturers, 15. 


Early mechanic, tools of the, 17. 
Engine, definitions of, 286. 
lathe, 286. 
lathes, complete, 57. 

English classification of lathes, 22. 
tests of power for cutting tools, 
238. 

form of lathe bed, 78. 
method of determining the swing 
of a lathe, 77. 

Electric drive, advantages of, 405. 
designed by the Author, 413. 
simplicity desirable, 416. 
Electrically driven lathes, 405. 
Elementary form of lathe bed, 72. 
Erecting a lathe, 245. 

Essential parts of a back geared lathe, 
58. 

triple-geared mechanism, 131. 
Expanding arbors, 265. 

Face-plate jaws, 261. 

jaws for holding work, 269. 
work, 259. 

improper holding of, 269. 

Factories, early New England, 16. 
Failures in turning tapers, 150. 

False jaws for a chuck, 262. 

Faulty designs of back gearing, 125, 
127. 

Fay & Scott extension gap lathe, 357. 
Feeding mechanism, drive for, 134. 
Fiddle-bow” lathe used by the 
Author, 26. 

Fitchburg machine works ^^Lo-swing” 
lathe, 350. 

Fitting tapers, 271. 

Flat cutters for boring bars, 283. 
Flather’s quick change gear device, 
212 . 

18-inch quick change gear engine 
lathe, 292. 

Follow rests, 165. 

Foot lathes, 24. 

built by the Author, 30. 
with countershaft, 32. 

Forge lathes, 56. 

Forms for pipe centers, 264. 
of front bearing, 114. 
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Forms tools, 218. 

Forming lathe, 62. 
tools, 273. 
work, 273. 

Fosdick 16-mch engine lathe, 325. 
Foundry, in Lynn, Mass., 1643, 17. 
Fox brass lathe, 56. 

Freedom, industrial, 16. 

Friction clutch for foot-power ma- 
chines, 33. 

roller follow rest, 167. 

Front bearings for spindles, 114. 

Full swing rest, 162. 

Functions of the tail-stock, 135. 

Fay & Scott’s extension, 357. 

Gap lathe, 61. 

Gear cutting on the lathe, 284. 

Geared countershafts, 170. 

Gearing of lathe head-stocks, 120. 
Gisholt turret lathe, 385. 

Graduations on taper attachments, 
270. 

Gray’s change-gear device, 194. 
Greenard’s arbor press, 267, 

Grinding attachments, 189. 
large, 191. 

operations on the lathe, 284. 
tools, 220, 223, 226. 

Group drive, electric, 405. 

Guesswork in lathe design, 132. 

Hamilton compound rest, 159. 
taper attachment, 152. 

18-inch engine lathe, 320. 

Hand lathe, 53. 
tools, 254. 

Hardened arbors, 266. 

Head-stock, a favorite form of, 96. 
an old design for, 93. 
arch form for, 96. 
design of, 133. 
designing, 93. 
development of, 95. 
favorite form for, 99. 
later form with back gears, 95. 
of old form from New Haven, 95. 
Heavy lathes, 327. 

Hendy cone puUey turning rest, 164. 


Hendy follow rest, 165. 

open-side tool-post, 159. 
proportion for back gearing, 133. 
quick elevating tool-rest^ ICO. 
Hendey-Norton cabinets, 91. 
carriage, etc., 140. 
elevated electric motor drive, 411. 
head-stock, 97. 
special head-stock, 101. 
tail-stock, 138. 
taper attachment, 153. 

24-inch engine lathe, 298. 

Height of lathe centers, 86. 

High-speed drills, 227. 
lathes, 338. 

steel tools, 220, 223, 228, 230. 
making of, 228. 
use of, 224. 

Hisey-Wolf center grinder, 190. 

History of the lathe, 21. 

Holding work on the carriage, 274. 
Homan patent tool-rest, 160. 

Horn clutches on countershafts, 170. 
Horse-power transmitted by bolts, 230. 
Horton chucks, 260. 

Ideal form of lathe bed, 80, 
lathe spindle, 104. 

Importance of proper lubrication, 120. 
Industrial freedom, 16. 

Inspection blank, 245, 252. 

Introduction, 15. 

Inverted V’s, 368. 

Involute bearing for spindle, 114. 

Iron castings, early history in New 
England, 17. 

Foundry in Lynn, Maas, 1643, 17. 
Irregular lathe work, 268. 

John Winthrop, his Iron Foundry in 
Lynn, 17. 

Jones & Lamson flat turret lathe, 372. 
Judd’s quick change gear device, 206 

Kinds of materials to be turned, 216 

Lantern pinions and pin wheels, 194. 
Lathe attachments, 176. 

attachments, classifleation of, 52. 
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loathe beds, 77. 
bed design, 72. 
carriages, 84, 143. 
carriage, design of, 143. 
centers, 25(3. 

Lathe chucks, 259. 

classification of, 52. 
design, (39. 

design at a proper medium, 70. 
dogs, 257. 

driven l)y electricity, 405. 
earliest form of, 23. 
foot-power, 24. 

history of before the introduc- 
tion of screw threads, 21. 
its influence on the mechanical 
world, 21. 
origin of, 22. 
origin of the word, 24. 
requisites of a good, 240. 
speeds, 227. 
spindles, 102. 
spindles, forms of, 102. 
spindle, ideal form, 104. 
testing of, 240. 

testing, preparing the lathe, 244. 

the fiddle-bow, 26. 

the first machine shop tool, 22. 

the spring-pole, 24. 

tools, 157, 214. 

work, 254. 

Large grinding attachment, 191. 

Lead screw, apparatus for testing, 246. 

. methods of driving, 135. 

Le Blond combination turret lathe, 
397. 

elevating tool-rest, 160. 

full swing rest, 162. 

head-stock, 100. 

lathes, 309. 

lathe apron, 312, 315. 

lathe, general drawing, 313. 

lathe head-stock, 314. 

plain turret lathe, 399. 

quick change gear device, 197. 

roughing lathe, 343. 

tail-stock, 142. 

taper attachment, 151. 

three-tool rest, 163. 


Le Blond triple-geared turret lathe, 
391. 

24-inch engine lathe, 310. 

Legs for supporting lathe beds, 87. 
I.ever tail-stock, 142. 

Idmits of variation in lathe testing, 
251. 

Line-reaming boxes, 116. 

Lipe elevating tool-rest, 161. 

Lodge &; Shipley cabinets, 90. 
compound rest, 159. 
follow rest, 166. 
form of bed, 79. 

Lodge & Shipley lathe apron, 306. 
motor-driven lathe, 407. 
patent head lathe, 348. 
patent lathe head-stock, 344. 
tail-stock, 137. 
taper attachment, 151. 
thrust bearing. 111. 
triple-gear mechanism, 132. 
roller follow rest, 166. 

20-inch engine lathe, 302, 304. 
Loose chain oiler, 119. 

ring oiler, 118. 

'^Lo-swing’^ lathe, 350. 

Lubrication by capillary attraction, 
118. 

for tools, 233. 
neglect of, 120. 

Lubricating lathe centers, 257. 
the spindle bearings, 117. 

Machinery convex and concave sur- 
faces, 176. 

Machine for turning pulley, 362. 

tools, importance of in manufac- 
turing, 19. 

Machines for turning pulleys, 64. 
Mandrels or arbors, 265. 

Making tools of high-speed steel, 228. 
Manufactures, development of, 20. 

view of the lathe, 69. 
Manufacturing, early New England, 15. 
Manufacturing industries, success in, 
15. 

Material for spindle boxes, 112. 
Materials to be turned, conditions of, 
216. 
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‘ ' Massachusetts Teakettle, ” 18. 
McCabe's double-spindle lathe, 358. 
Mechanics, day's work of the early, 29. 
tools of the early New England, 17. 
resources of the early, 17. 
Micrometer stop, 187, 
straight-edge, 251. 
surface gage, 247. 

Milling operations on the lathe, 284. 
Modern American lathe practice, 21. 
Monitor lathe, 372. 

Motor-driven lathes, 405. 

Multiple spindle lathes, 68. ■ 

Mushet steel and its influence on lathe 
design, 87. 

Neglect of proper oiling, 120. 

New Haven follow rest, 165. 
head-stock, 100. 
lathe carriage, 145. 
pulley turning lathe, 362. 
quick change gear device, 206. 
shaft straightener, 169. 
tail-stock, 138, 141. 
taper attachment, 154. 

New Haven three-tool shafting rest, 163. 
thrust bearing, 111. 

21-inch engine lathe, 296. 

50-inch triple-geared lathe, 332. 
Newton’s quick change gear device, 209. 
Niles pulley turning lathe, 362. 
tail-stock, 140. 

72-inch triple-geared lathe, 334. 
Norton's change gear device, 299, 301. 
change gear device, 59. 
change gear device patent, 299. 
Nose of lathe spindle, 105. 

Observation and recording of data, 237. 
Offset tail-stock, 289, 294. 

Oil cups, plain brass, 117. 

siphon, 117. 

Oiler, loose chain, 119. 
loose ring, 118. 

I;odge & Shipley type, 119. 

Oiling, neglect of, 120. 

Origin of the lathe, 22. 

Origin of the word lathe, 24. 
Originality in design, 71. 


Parabolic form of lathe bed, 72, 75. 
Pattern lathes, 53. 

Pin wheels and lantern pinions, 194. 
Pioneers in quick change gear devices, 
299. 

Pipe centers, 263. 

Pitman or connecting rod on lathes, 28. 
Plain engine lathes, 55, 

Polishing lathes, 53. 

Pond rigid turret lathe, 387. 

82-inch triple-geared lathe, 336. 
Potter's wheel, 22. 

Power for driving machines, 236, 238. 

required for cutting tools, 238. 
Pratt & Whitney chuck mechanism, 
383. 

lathe apron, 291. 
monitor lathe, 403. 
rod feed mechanism, 383. 
tail-stock, 137. 

3 X 36 turret lathe, 380. 

14-inch engine lathe, 290. 
Precision lathe, 59. 

Prentice Bros. Company's 16-inch 
engine lathe, 294. 
high-speed lathe, 338. 
motor-driven lathes, 409. 
tail-stock, 139. 

quick change gear device, 209. 
Preparing a lathe for testing, 244. 
Pressure on bearings due to bolt, 346. 
Principles of change-gears, 278. 
Progress of manufacturing due to 
development of machine tools, 
19. 

of manufacturing in New England, 
18. 

Professor Sweet's design of machine 
beds, 73. 

Pulley lathe, 63. 
rest, 162. 
turning lathe, 63. 
turning machines, 64. 

Pump for lubricating liquids, 235. 

Quadruple threads, cutting of, 281. 
Quick change gear device, Flather’s, 
212 . 

change gear device, Le Blond 's,197. 
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Quick change gear device, New Haven, 

Slide-rest, 157. ! 

206. 

Special lathes, 62, 353. ; 

change gear device, Newton's, 209. 

tools for lathe testing, 244. 
turret lathes, 391. 

Rapid change gear devices, 194. 

Speeds and feeds, 224, 232. 

change gear devices, Bradford, 203. 

of drills, 227. i 

change gear device, Springfield 

of lathes, 227. 

Machine Tool Co., 200. 

Spindle bearings, 110. j 

reduction lathe, 57, 60 

bearing for small lathe, 113. ; 

Reaming center holes, 256. 

boxes, material for, 112. 1 

Rear bearing for small lathe, 113. 

for lathes, 102. 

Reed compound rest, 158. 

nose of, 105. i 

follow rest, 165. 

proportions for, 106. 1 

motor-driven lathe, 406. 

speeds, 125. j 

self-oiling countershaft boxes, 172. 

Spindle speeds, graphically illustrated, I 

slide-rest, 157. 

125. 

spindle boxes, 288. 

with extra large bearings, 107. 

tail-stock, 137. 

with extra long bearings, 107. 

Taper attachment, 150. 

Spinning lathes, 54. 

The F. E. Company and their 

Springfield engine lathe with turret 

work, 287. 

on bed, 393. 

turret head chucking lathe, 353. 

engine lathe with turret on car- 

two-tool compound rest, 158. 

riage, 401. 

10-inch wood turning lathe, 366. 

16-inch engine lathe, 318. 

18-inch engine lathe, 288. 

rapid change gear device, 200. 

24-inch special turning lathe, 350. 

shaft straightener, 167. 

Relieving attachment, 185. 

shaft turning lathe, 355. 

Requisites for a good lathe head, 344. 

Spring-pole lathe, 24. 

of a good lathe, 240. 

Spring tool, 219. 

Resources of the early mechanics, 17. 

Steady rests, 164. 

Rests, for early lathes, 25. 

Steps of a cone, form of, 108. 

Retrospective view of manufacturing 

Steel, sizes of for tool-holder tools, 220. 

development, 20. 

Stop-micrometer, 187. 

Revolving tool-holder, 161. 

Straight-edge for testing lathes, 243. 

Rivett-Dock thread-cutting attach- 

with micrometer attachment, 251. 

ment, 192. 

Strength of tools, 217. 

Roughing lathe, 57. 

Success in manufacturing industries, 15. 

Successful designing, 71. 

Shaft straighteners, 167. 

Summary of back gear, triple gear, 

turning lathe, Springfield, 355. 

and cone conditions, 124. 

Shafting lathes, 64. 

Supports for lathe beds, 59. 

Schumacher & Boye head-stock, 99. 

Surface gage with micrometer attach- 

tail-stock, 139, 141. 

ment, 247. 

20-inch instantaneous change 

Sweetland chuck, 260. 

gear lathe, 307. 

Sweet, Prof. John E., design of ma- 

Screw machines, 67, 

chine beds, 73. 

Self-hardening tools, 220, 223,228,230. 

opinions on lathe beds, 76. 

Set-over mechanism of tail-stocks, 136. 

Swing of a lathe, the English method 

Sizes of steel for tool-holder tools, 220. 

of determining, 77. 
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Siphon oil cup, 117. 

Tail-stocks, 135, 

features of for different sized 
lathes, 136. 
functions of, 135. 
requisites of, 136. 

Taper arbors, 266. 
attachments, 149. 
attachments, disadvantages of,271 . 
attachments, graduations on, 270, 
turning, 149. 
turning, failures in, 150. 

Taper turning lathes, 271. 

Teakettle,” the Massachusetts, 18. 

Temper of tools, 217, 229. 

Tempering high-speed steel tools, 229. 

Testing a lathe, 240. 

a lathe for true boring, 250. 
alignment of head-stock and tail- 
stock spindles, 249. 
a lead screw, 246. 
bar for lathe testing, 242. 
for alignment of tail spindle, 243. 
for parallelism, 250. 
micrometer for lathe testing, 242. 

Test pieces for use in lathe testing, 251. 

Thread-cutting attachment, the Rivett- 
Dock, 192. 

cutting, and the use of change- 
gears, 277. 
cutting devices, 59. 
cutting on a modem lathe, 277. 

Three-in-one tool-holder, 222. 

Three-tool shafting rest, 163, 355. 
turning rest, 163. 

Thrust bearings for spindle, 110. 

Tool angles, 216, 218. 

Tools, clearance of, 218. 
design of, 217. 
for tool-holders, 220. 
for the lathe, 214. 
form of, 218. 

Tools, holders, 221. 
holder tools, 220. 
holder tools, sizes of steel for, 220. 
hibrksEytion of, 233. 
of the early New England me- 
chanic, 17. 


Tools, post grinding attachment, 189, 
rests, 158. 

set of, for lathe, 215. 
strength of, 217. 

Tools, temper of, 217, 229. 

Track, for beds, 83. 

Treadle, as used on foot lathes, 28. 
“Tree lathe,” 23. 

Triple gear mechanism, essential parts, 
131. 

gear speeds, 129. 
geared lathe, 57. 
gearing of head-stocks, 121. 
threads, cutting of, 281. 

Turning balls, 179. 

convex and concave rolls, 181. 
Turning crank-shafts, 271. 
definitions of, 22. 
tapers, 269. 

Turret head chucking lathe, 55. 
lathes, 65, 370. 
lathes, classification of, 371. 
lathe, importance of, 370. 
Two-speed countershafts, 170. 

Use of arbors, 267. 

of change-gears in thread cutting, 
278. 

of high-speed steel tools, 224. 
of lubricant for tools, 234. 

V’s, for lathe beds, 84. 

Variable speed countershaft, 173. 

Waltham bench lathe, 364. 

Warner & Swasey complete turret 
lathe, 377. 

Universal turret lathe, 376. 
Watchmakers' early lathes, 27. 

Water power mostly used by early 
mechanics, 18. 

Wing rest, 162. 

Wooden beds, 86. 

Wood turning in Asia, 24. 

turning lathe, Reed 10-inch, 366. 
Work, amount of, on machine tools, 
226. 
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